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CASTING TITANIUM 
How It Is Done—p. 94 


MACHINE MAINTENANCE 
Organize It Properly—p. 100 


MAGNESIUM DIE CASTING 
Markets Are Growing—p. 102 


SAFETY IN THE FOUNDRY 
Ways To Achieve It—p. 106 


QUALITY CONTROL 
It's Necessary Today—p. 112 


DEFECTIVE CASTINGS 
Causes and Cures—p. 113 





=ANER IRON—PURITE 


Purite produces higher percentages of finished 
castings per ton of metal poured. 


Purite gives 100% fluxing action in the cupola — 
100% desulphurizing action in the ladle. 


Purite is time-tested and proved for unsurpassed 
desulphurizing uniformity. 


Purite is 100% pure fused soda ash—you do not 
pay for inert materials. 


UsiMe lr Mm ome] lM Lil-Micolaime (le. <-1m 


Purite comes in uniform 2-lb. pigs— 
NoMyZ-iieLillate MeolM@mul-teritlslile Marella teh 


Purite does not crumble—is 
Tors vam CoM ilelile| (tees uleMaceli(-MmueMe (thie 


aUlaiC-Mee lam oX-Mrial] o) oL-to Mls olUL areola lelelok wens 
IU oki celalivel me xehalate Men A-1am oLole Mal] Lula) tree h) 
easily stored without deterioration. 


Purite, the scientific flux, is sold by leading 
foundry supply houses in the United States and Canada. 


MATHIESON CHEMICAL CORPORATION 


Mathieson Industrial Chemicals Division 





‘ Baltimore 3, Maryland 


MATHIESON 
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of the Porous Bodies 


...or how Chuck Wright makes a case hold water 


Wk on November 18 when Joe 
Sterm had his worst spell,” 
began Chuck Wright. 

Slowly lighting his briar, this Inco 
distributor foundry trouble-shooter 
asked, ‘‘Do you know Joe? He’s Foun- 
dry Supt. of the Acme Pump Works. 

ell,”’ continued Chuck, “Joe’s wife 
told me the poor fellow tossed about 
in his bed night after night. But on 
November 18, she saw him throw his 
arms in front of his eyes, dive under 
he pillow and yell what sounded to 

er like, ‘Eekers! Eekers!’ 

“Being a woman, she concluded 
yoe was in debt...and in the 
lutches of a local loan shark. But 
she learned differently a few nights 
ater when Joe drove me out to their 
lace for dinner. Just a plain talk on 
how to cast different types of pump 
bodies made it clear that Joe’s spell 
ff nightmares came from leakers . . 
hot ‘Eekers.’ 


Qbruary 1954 


“Like many foundries doing simi- 
lar work, Acme found it difficult to 
get close grained machinable parts 
without running different mixes to 
satisfy a wide variety of casting 
sizes and sections. And brother, you 
know what a half dozen different 
mixes mean in a shop. 


“Joe has since cured his night- 
mares by a plan I gave him during 
that dinner. Now he standardizes on 
two base mixes. One base has a sili- 
con level of 1.50° to 1.75°., and 
3.00°- to 3.10°. carbon, the other a 
silicon level of 2.25% to 2.50°, 
with total carbon about 3.40°,. The 
lower silicon iron is used for heavier 
work while the higher silicon level 
takes care of the bulk of 
lighter castings. Where y_N 
castings combine heavy INCcO 
and light sections, thead- ™ 
dition of 1% to 1% nickel to the low 
silicon iron assures satisfactory ma- 


chinability in the light sections and 
maintains a good close grain and 
pressure tightness in heavier 
tions of the same casting. For ex- 
tremely light castings of uniform 
section, Joe uses the higher silicon 
base with nickel additions that vary 
from % to 1% ...to guarantee free- 
dom from hard spots and unmachin- 
able edges and corners. 


sec- 


“Joe now gets few unmachinable 
castings or leakers due to open grain. 
And Acme found that the savings 
effected by reduction of foundry and 
machine shop rejects has more than 
offset the cost of the nickel additions. 
Getting rid of machining costs on 
these defective castings is an im- 
portant saving for the machine shop 
and one that will amount to a consid- 
erable figure. 
cure for 
drop me a 


“If anybody wants a 
nightmares like Joe’s... 
line.” 

Chuck Wright 


The 
International 
Nickel Company, Inc. 


67 Wall Street New York 5, N.Y: 
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If you have not already done so, you really should send for this 
bulletin, for hundreds of foundrymen have found it to be 
extremely helpful in the preparation of molding sands. AL 


DUSTLESS : 


It explains in detail the seacoal-bentonite-stabilizer method of 
sand preparation. It fully describes the three additives—the prop- 


FEDERAL 


erties they provide for sand mixtures—how to use them—and 
suggests a variety of sand mixtures for different types of castings. 


An overwhelming majority of iron foundries now use this 
method of sand preparation. It ‘is thoroughly dependable, pro- 
duces excellent castings, does vot require close sand control and 
... the three additives actually cost less than $1.00 per ton of cast- 
ings produced. 


Therefore, if you’re using any other method of sand prepara- 
tion—using other materials that cost more and require exacting 
sand control—then investigate this better method. Write for 


... NOW! 


FEDERAL’s Molding Sand Bulletin 


Make your foundry a better place in which to work! 


SEACOAL aad 
PITCH BINDERS 


CROWN Hitt SEACOAL AND FEDERAL 
PiTCH BINDERS now come in the new 
‘dustless'’ grades as well as regu- 
lar. They're chemically treated to 
minimize dustiness in handling. The 
slight additional cost is more than 
offset by more healthful working 
conditions, better “housekeeping” 
and the elimination of losses in air- 
swept mixing and handling equip- 
ment. Ask your FEDERAL represento- 
tive to demonstrate the new ‘‘dust- 
less'' additives. 


Te FEDERAL FOUNDRY SUPPLY (Zextany 
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Archer LIN®OeCEL is the most LENOIL, the most-used core oil in INDUC’ 
effective sand stabilizer available. It America, produces stronger cores at | oj] bake 
improves flowability, which in turn, less cost. You can find among the seven | conventi 
produces better tolerance and defini- grades of “700 LINOILS”, for instance, temperat 
tion. Because LIN-O-CEL compensates an oil practically tailor-made to your baking : 
for sand expansion, it stops rat-tails, core requirements. Whatever the grade | can be s 
buckles, and scabs which normally selected, you can depend upon uni- | time. Inq 
might occur due to denser rams made formity from shipment to shipment. | Jec. gas 


possible by improved flowability. 
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Whether or not you 
are using ADM foun- 
dry products, it pays 
periodically to check 
your core mixture. 
Proper use of any ma- 
terial will save you 
production dollars. 
Your LINOIL man can 
assist you in analyzing 
your specific core prob- 
lems. He is backed by 
fully-equipped labora- 
tories, experienced 
ADM chemists, and 
foundry technicians 







who will analyze your 
problems upon request. 









Impoved foundry methods demand a constant flow of modified oils and 
binders, as well as entirely new products for core making and molding. 
The need today is for greater efficiency at lower cost. 

ADM keeps pace with the foundry industry by anticipating its needs 
through never-ending research. Proof lies in the fact that more than 
half the core binders consumed in American foundries are made by 
ADM. Furthermore, foundrymen know they can rely on ADM for 
absolute uniformity ... and service second to none. 


from ONE SOURCE! 
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" | INDUCTOL, the new pre-baked core 


oil, bakes in half the time required for 
conventional oils. It bakes over a wide 
temperature range and resists over- 
baking so that large and small cores 
can be successfully baked at the same 
time. INDUCTOL produces considerably 
less gas than most core oils. 


FREFLO is used two ways: (1) As a 
core sand conditioning agent to reduce 
stickiness and improve workability. 
(14 of 1% by weight should be added 
during the final 30 seconds of mixing.) 
(2) As a parting compound for metal 
molding patterns. FREFLO is a great aid 
in modern, high-speed equipment. 




































ADMIREZ 
ee 





= 
“ 








The most recent addition to the ADM 
line is ADMUREZ resin binders. 
Available in urea and phenol form- 
aldehyde types in both liquid and 
powdered forms for cores. Phenol type 
also available in powdered form for 
“C” (or shell molding) process. 





’ E INDIANA MISSOURI PENNSYLVANIA 
is Indianapolis 4 St. Louis 19 Philadelphia 18, 
. polis 4, ' 

HEREVER YOUR FOUNDRY ih) LOCATED, there is an 18 South New Jersey St. No. 2 Armin 18 Hilltop Road 

IM office close by. Contact the one in your locality for full KANSAS NEW YORK WISCONSIN 

ails on the fastest-moving line in the foundry field Canc Give? Buffalo 3, Milwaukee 16, 

‘ y+ ‘ ° 
dresses are listed here. 1721- Minnesota Avenue 1524 Marine Trust Bldg. 3003 W. Hopkins Street 
New York 7, CANADA 
MASSACHUSETTS 9th Floor, Woolworth Bldg. Montreal 1, 
syn 2 OHIO 1215 Greene Avenue 
= r 
COLORADO Columbus 15, Toronto 10, 
Denver 2, MICHIGAN 1935 LeVeque Lincoln 200 Fairbank Avenue 
1732 Blake Street Detroit 35, Tower Vancouver 
a ILLINOIS 18911 James Couzens Toledo 5, 2845 Grandview Highway 
5 Chicago 22, Highway 1152 East Broadway EXPORT 

927 Blackhawk Street MINNESOTA PENNSYLVANIA New York 7, 
Rock Island Minneapolis 2, Lancaster 9th Floor, Woolworth Bldg. 
3847 -28th Avenue 600 Roanoke Building P. O. Box 1412 
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Arcner DanieLs Miptanpb COMPANY 


2191 WEST IIOTH STREET » 
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| Here’s news 





NOUNCING 


CTOR SHOVELS 


... from engine to tires Power Transmission 


engineered and manufactured by Clark 


Faster, heavier, with greater horsepower than any tractor shovels of com- 
parable capacity, MICHIGAN* Tractor Shovels move material faster, last 
longer and cost less to operate! Check these vital mechanical superiorities .. . 





Clark Torque Converter High Tractive Ability 


Clark Power-Shift Transmission Four Speeds Forward 


Clark Planetary-Wheel Axles Four Speeds Reverse 


Lights — Standard Equipment 


Double-Acting Lifting and 
Low Level Bucket Tip-Back Dumping Cylinders 


Hydraulic Steering Booster 


Short Turning Radius Gasoline or Diesel Engine 


Six Models ...To Fit Every Need For Full Information... 


Model 12-B—15 cu. ft. suchet delve, rear steer All the facts concerning these im- 
portant new machines are assembled 
in the MICHIGAN Tractor Shovel 
FACT-FOLIO—a handy and useful 


file containing specifications and 


Model 75-B—Icu.yd. .. .bucket drive, rear steer 
Model 75-R—1 cu. yd. rear drive, bucket steer 
Model 75-A—1lcu.yd. all-wheel drive, rear steer 
Model 125-A—1 % cu. yd. all-wheel drive, rear steer action photographs. The coupon will 


Model 175-A—2'% cu. yd. all-wheel drive, rear steer bring your copy. 


*A Trademark of Clark Equipment Company 


C 14 RR CLARK EQUIPMENT COMPANY 


EQUIPMENT Construction Machinery Division BENTON HARBOR, MICHIGAN, U. S. A. 


Please send the MICHIGAN Tractor-Shovel Fact-Folio 








Name Title 





Firm Name 





Address. 
City 























Hose lasts for years 
in heat, oil, hard knocks 


B. F. Goodrich Type 50 handles 85% of all air hose jobs 


N this foundry, the air hose on the 
] tamper had a short life. It 
used to be replaced every few months. 
Sometimes falling castings crushed the 
hose. Or hot air would harden the rub- 
ber, causing it to crack. Or lubricating 


sand 


oil would rot the hose tube. 

Replacement costs were high until the 
foundry switched to B. F. Goodrich 
Type 50 air hose. The abuse contin- 
ued, but so did the hose. It was in its 
Sth year of service when this picture 
was taken. Here’s why: 


Rough treatment won't tear it 


In foundry service, air hose is often 


8 


dragged over rough surfaces. The cover 
of B. F. Goodrich Type 50 is abrasion- 
resisting. Scraping over rough, gritty 
floors won't tear it. Type 50 is stronger, 
too. A layer of rubber is sandwiched 
between each ply of cord reinforcement. 
This cushions the cords against impact. 
There’s no chance of ply separation. 


Oil won't rot it 
The tube of Type 50 air hose is made 
of an improved rubber compound. 
Withstands heated air even when it con- 
tains lubricating oil. Will not break into 
loose, gummy particles that clog tools. 
The cover ts oil-resisting, too. Handling 


it with oily gloves won’t harm it. 

Next time you need air hose, ask 
your B. F. Goodrich distributor about 
Type 50. Chances are it'll be the right 
hose for your job because it handles 
85% of all air hose needs. Aad while 
you're at it, let him show you why 
BFG Grommet V belts last 20 to 50 
longer, and find out more about recent 
improvements made in hot material con- 
veyor belts. The B. F. Goodrich Compan), 
Dept. M-163, Akron 18, Ohio. 


B.F Goodrich 


INDUSTRIAL PRODUCTS 
DIVISION 
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One man easily removes shell mold half from machine at The Cooper Alloy 
Foundry Co., Hillside, N. J. Note intricate detail, smooth finish of mold. 





HOW SHELL MOLDS SPEED FOUNDRY PRODUCTION 


Several features of the shell molding process can save 


time for foundries. The thin, lightweight molds are easy 
to handle. They can be made in advance and stored in a 
small area to meet future production schedules. They re- 


produce pattern details so accurately that machining and 


finishing are reduced to a minimum, and can often be 


eliminated entirely. Tolerances of castings may be as close 


as .003 to .005 inches per inch. 
Maximum efficiency can be achieved in the mold-mak 
Learn more about shell molding with 
BAKELITE Resin BR-12011S. 
MAIL THE COUPON NOW 


ae rep ree 2 ah ih SER te eR. — 
BAKELITE COMPANY, Dept. TB-29 | 
A Division of Union Carbide and Carbon Corporation | 
30 East 42nd Street, New York 17, N. Y. 7 
Please send me complete information on shell molding resin l 
BR-12011S, together with the basic story of shell molding with l 
BAKELITE Phenolic Resins. l 

| 
Name eee ore ae Title | 

| 
Company a Deane tir a, | 

| 
Street City State 


“ebruary 1954 


ing operation by using BakeLiTe Resin BR-12011S to 
bond the fine-grained sands that make up a shell mold. 
Molds reach minimum usable strength faster and retain 
their strength longer in curing, giving more leeway in 
curing time. They resist the tendency to distort on ejection 
from the hot pattern plate, insuring better mating of mold 
halves. In the pouring operation, molds made with 
BR-12011S resist deformation, resulting in castings with 


greater dimensional accuracy. 


BAKELITE 


TRADE-MARK 


PHENOLIC RESINS 
FOR SHELL MOLDING 


TRADEXKCOO J mark 


BAKELITE COMPANY 


A Division of 
Union Carbide and Carbon Corporation 


UCC) 


30 East 42nd Street, New York 17, N.Y. 
In Canada: 
Bakelite Company, Div. of U. C. C. of Canada Ltd 
Belleville, Ont. 











ose lasts for years 
in heat, oil, hard knocks 


B. F. Goodrich Type 50 handles 85% of all air hose jobs 


N this foundry, the air hose on the 
I sand tamper had a short life. It 
used to be replaced every few months. 
Sometimes falling castings crushed the 
hose. Or hot air would harden the rub- 
ber, causing it to crack. Or lubricating 
oil would rot the hose tube. 

Replacement costs were high until the 
foundry switched to B. F. Goodrich 
Type 50 air hose. The abuse contin- 
ued, but so did the hose. It was in its 
5th year of service when this picture 
was taken. Here’s why: 

Rough treatment won't tear it 


In foundry service, air hose is often 
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dragged over rough surfaces. The cover 
of B. F. Goodrich Type 50 is abrasion- 
resisting. Scraping over rough, gritty 
floors won't tear it. Type 50 is stronger, 
too. A layer of rubber is sandwiched 
between each ply of cord reinforcement. 
This cushions the cords against impact. 
There’s no chance of ply separation. 


Oil won't rot it 
The tube of Type 50 air hose is made 
of an improved rubber compound. 
Withstands heated air even when it con- 
tains lubricating oil. Will not break into 
loose, gummy particles that clog tools. 
The cover is oil-resisting, too. Handling 


it with oily gloves won’t harm it. 

Next time you need air hose, ask 
your B. F. Goodrich distributor about 
Type 50. Chances are it'll be the right 
hose for your job because it handles 
85% of all air hose needs. Aad while 
you're at it, let him show you wh} 
BFG Grommet V belts last 20 to 50 
longer, and find out more about recent 
improvements made in hot material con- 
veyor belts. The B. F. Goodrich Compan), 
Dept. M-163, Akron 18, Ohio. 


B.E Goodrich 


INDUSTRIAL PRODUCTS 
DIVISION 


FOUNDRY 





Feb 








_ 
ee a ERROR, art 
ie: 
sa 


7 





a Pus, a 5 ee 
* Ba = 






One man easily removes shell mold half from machine at The Cooper Alloy 
Foundry Co., Hillside, N. J. Note intricate detail, smooth finish of mold. 
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Several features of the shell molding process can save ing operation by using BakKELITE Resin BR-12011S to 
time for foundries. The thin, lightweight molds are easy bond the fine-grained sands that make up a shell mold. 
to handle. They can be made in advance and stored in a Molds reach minimum usable strength faster and retain 
small area to meet future production schedules. They re- their strength longer in curing, giving more leeway in 
produce pattern details so accurately that machining and curing time. They resist the tendency to distort on ejection 
finishing are reduced to a minimum, and can often be from the hot pattern plate, insuring better mating of mold 
eliminated entirely. Tolerances of castings may be as close halves. In the pouring operation, molds made with 
as .003 to .005 inches per inch. BR-12011S resist deformation, resulting in castings with 
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UP TO 360° 
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Hotter 


UP TO 450° 








UP TO 600° 
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There’s a job-designed 
Imperial SAHARA BELT 
to cut your belting 
costs 


YOU EXPECT MORE AND 
YOU GET MORE FROM IMPERIAL 


Write for information and 


case histories. 











: : Be 





BELTING CO. 


1754 S$. Kilbourn Avenue 
Chicago 23, Illinois 











FIRST in stitched canvas 
belting for over 40 years 
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RADENAMES: Frequently the 

editors receive letters and phone 
calls from foundrymen who want to 
know the names of manufacturers 
of North Pole furnaces, Terpsichorean 
shakeouts, Tabasco alloys, Schnozzola 
facings and hundreds of other prod- 
ucts used in the production of cast- 
ings. These foundrymen have need 
for the product and have knowledge 
of the brand name through previous 
use, advertising or some other means 
of communication, but are unable to 
recall the producer. 

Believing that there is a real need 
such tradenames, 
producers’ of 


for a directory of 
the editors invited 
equipment, supplies and services to 


send in data on the various names 
under which their products are mar- 
keted. The was excellent 
and a tremendous amount of data 
has been supplied. This material is 
being compiled and will be presented 
feature in the March 


response 


as an added 
issue. 

I am sure that each foundry will 
want to preserve a copy of this di- 
rectory for future use. 

o-- 

We are Known: The Post Office 
department seems to be improving. It 
would appear that the names of cities 
can be eliminated from addresses, and 
the mail still goes through. For ex- 
ample, take a look at the address 
below which brought a letter from a 
foreign country to our office in ex- 
cellent time: 

Foundry Magazine 
Penton Building, 13 
Ohio, U8. A. 


-O - 
No Follies? Along with many 
others, I have had the idea that 


foundrymen'- sojourning in Pari 
would spend much of their time vi 
iting the Follies or sidewalk café 
or viewing the metropolis from tl 
Eiffel Tower. Now we have pro: 
that the casters of metals (and the 
ladies) spend time enjoying the fin 
things in life while conventioning 

the capital of France. Note the 

lustration below, which shows ladi« 
and gentlemen of the recent Int: 

national Foundry Congress visitir 

the ballet. How do we know tha 
these are foundrymen? This is eas 
to answer, because the photograph: 
slipped around to the back of tl 
stage and took a shot of the aud 
And, it or not, both 


ence. believe 


Photo Hallery, Paris 


American and European foundrymen 
appear in that photograph. But the 
editors believe our readers are more 
interested in the dancers than in the 
audience, therefore the _ illustration 
above, showing a scene during a visit 
to the Chateau de Dampierre. 
annual 

sections of 
holidays 


pro- 


Chairmen of the foundry 
parties held in various 
the country arounc the 
might get an future 
grams in the type of entertainment 
which interested foundrymen during 
their visit to France. 


idea for 


Have Fun: The 1954 edition of the 
Old Farmer’s Almanack, claimed to 
be the oldest living publication still 
carrying the same title, has been 
received. It is quite a collection ol! 
miscellaneous information from 
weather and cooking recipes to word 
charades, old-fashinoned puzzles and 
anecdotes and pleasantries. All you 
AFS convention lovers will be inter: 
ested to know that the weather pre- 

(Concluded on page 12), 
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Harbison - Walker 
me Foundry Refractories 


"| PROVED REFRACTORIES BRING 
=| LOWER OPERATING COSTS 


both 














Progressive foundries 
everywhere make good Harbison-Walker provides a series of specialized foundry 


use of these and other refractories for the most severe operating conditions in every 
Harbison-Walker products type of furnace. Among these are the Universal Cupola Block 
that is easier to install and that fits all diameters; KUPLO- 
MIX and other monolithic lining materials; all classes of 
refractories for electric furnace roofs and walls; most modern 
and improved materials for hearths and bottoms. These and 
other Harbison-Walker products add materially to furnace 
life and help reduce operating costs. 

From among Harbison-Walker’s complete line of foundry 






ey: refractories you can select those which best fulfill your 


it the 
more 
in the 


exact requirements. 





ration - 
L visit MORE AND BETTER CASTINGS WITH HARBISON-WALKER 
undry REFRACTORY STRAINER CORES 
ns ol 
Mao Harbison-Walker refractory strainer 
coal cores save money and increase pro- 
salts duction—-Proved through wide ex- 
perience with many million cores 
of the POT ee to be a decided help in producing 
—" better castings and reducing rejects. 
been Write for full particulars. 

O ol - 
| ie 
, word 
s and HARBISON-WALKER REFRACTORIES CO. 
1 you AND SUBSIDIARIES 
= pe ee pe ask World's Largest Producer of Refractories 
r pr onolithic lining and patching materials 
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LIFTS S-L-O-W or — 
it’s THE TWO-SPEED Loadlhy eet 


LOAD PROTECTION demands delicate, accurate handling. No wonder 


SE 


foundry workers need a hoist with a slow, creeping speed that doesn’t 
vary with the load. The ‘Series 700” ‘Load Lifter’ Electric Hoist has 
two speeds — high that lifts a 2,000-lb. load half a foot a second — 
low that’s one-third as fast. Setting cores, drawing patterns, closing 


flasks and many other lifting jobs are done easily, smoothly, safely. 


SPOTTING IS ACCURATE when the ‘Load Lifter’ is used. The two-speed 
push-button control gives fast, smooth response in lifting and lowering 


— always leaves one hand completely free to guide the load. 


SAFETY IS ASSURED for man, load and hoist. The rugged ‘Load Lifter’ 
has strong, heat-treated helical gears, steel suspension, powerful syn- 


chronized load and motor brakes, and only 24 volts at the push button. 


GET LOW-COST HOISTING SERVICE 'round the clock. Invest in the time 


and effort-saving two-speed ‘Load Lifter’ Electric Hoist. Capacities: 


Y2 ton and up. Ask your ‘‘Shaw-Box’’ Distributor for complete infor- 


mation or write for Bulletin 399. 


— badlyee GE, - ELECTRIC HOISTS 


; MANNING, MAXWELL & MOORE, INC. 


| MUSKEGON, MICHIGAN 
} Builders of ''Shaw-Box"' and ‘Load Lifte r' Cranes, 'Budgit' and ‘Load Lifter’ 
Hoists and other lifting specialties. Makers of ‘Ashcroft’ Gauges, ‘Hancock’ 
Valves, ‘Consolidated’ Safety and Relief Valves, ‘American’ Industrial 

Instrum ents, and Aircraft Products. 
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(Concluded from page 10) 
diction for the May convention week 
in Cleveland is summed up in these 
words, ‘‘Relax in the sun and really 
have fun.” 

=; 


Ladle and Mold: Commemorating 
the 60th year as producers of ferrous 
castings, Belle City Malleable Iron 
Co. and Racine Steel Castings Co., 
Racine, Wis., have published a beau- 
tifully illustrated and well prepared 
booklet entitled “Ladle and Mold.’ 
Charlie Myers, sales manager of Belle 
City, points out that the book not 
only is an advertisement of thes« 
foundries, but is also a_ reference 
work on ferrous castings featuring { 
properties and methods of produc- | 
tion. Excellent illustrations show fa- | 
cilities and processes, and text fea- 
tures control methods. A copy may 
be secured by addressing the com- 





pany. 
——-O—— " 
An Industry Alert: There was a 
time when authors of textbooks, re- 
ference works and general publica- 
tions could print almost anything 
about the foundry industry and have 
little chance of being challenged. But 
those days have gone forever. Now 
foundrymen are aware of the im- 
portance of having correct informa- | 
tion presented on this industry, and | 
are willing to take their pen in hand | 
to set the record straight. I was in- | 
terested in the following from a letter | 
which J. C. Hagler III, assistant to the 
president, Georgia Iron Works Co., 
Augusta, Ga., recently wrote to the ) 
publishers of the Book of Knowledge. | 
We note from your Book of Knowledge 
Volume 9, page 3353, second paragraph, that 
you state: ‘‘Cast steel has almost entirely re 
placed cast iron.’’ We would like to take 
exception to that statement and we quote a 


curate statistics for 1951, 1952 and the first \ 
four months of 1953. 





Gray Iron Steel 
Year Castings Castings } 
Net Tons Net Tons 
1054 .nscevecsrcs pene 2,050,054 
i oer eee 12,860,437 1,925,203 
1953—-(4 months) 4,839,372 704,682 


the 
ne 


These statistics were obtained from 
August, 1953 issue of Foundry, a publicatior 
of the Penton Publishing Co. For your infor- 
mation, we are asking Penton Publishing C 
by copy of this letter to send to you a copy 
of page 143 and 144 of that issue. 

en cn 

Index for 1953: Did you know that 
about this time every year the edi- 
tors prepare an index of all editorial 
material published during the pre- 
ceding year? And best of all, did 
you know that this index may be 
obtained free on request? Editor 
Virginia Taylor has been preparing 
this index on cards every month 
after the issue comes from the print- 
er, the cards have been edited and 
sorted, and by the time this issue 
reaches you, the index will have been 
printed. If you want a copy, drop 
me a note. F.G:S. 








FOUNDRY 












veek 
hese 
pally 
ting 
rous 
= REDUCE IMPACT SHOCK and 
ag o 
> TRANSMITTED VIBRATION 
: f 
ared 
old.’ e ° 
Bell Protect Foundations and Machines 
not Cut Maintenance Costs and Improve Production 
hes 
ence ' : : & 
ring {) 
duc 
r fa- 
fea- 
may 
0M 
AS a 
=. 
lica i 
hing 
have 
Sut 
Now 
im sa 
rma- 
and ys 
nand 
5 in 
otter j 
9 the i 
oe j Some of the Many Applications of 
dy FABREEKA PADS 
eta IN THE STEEL INDUSTRY 
ly I 
¥ STEEL PLANTS—Traveling Bridge Cranes, Ore Bridges, 
Ingot Trucks and Buggies, Skip Hoists, Transfer Cars, 
ting i Pusher Tracks. 
5.2 | FORGING AND STAMPING — Forging Hammers, 
Hydraulic Presses, Stamping Presses. 
ra FOUNDRIES— Molding Machines, Shakeout Machines, 
| Tumbling Barrels. 
— For severest service under heavy loadings, METAL FABRICATING — Punch Presses, Shears, 
edi- it pays to specify FABREEKA Pads, proven Broaches, Grinders, Milling Machines, Planers, 
orial by over 18 years successful performance. Swedging Machines. 
pre- 
y ne Write for engineering data on over fifty different types of applications in the 
ditor basic steel and metal working industries. 
rings 
onth 
rin FABREEKA PRODUCTS COMPANY, INC. 
issue 222-B Summer Street, Boston 10, Massachusetts 
been 
drop . 
v" S. NEW YORK CHICAGO DETROIT SPARTANBURG PHILADELPHIA PITTSBURGH 
NoRY Fp 





enruary 1954 13 








_W.$. THOMAS, Manager 
a CHINE CO., Foundry Division © 


GENERAL MA 


Four years ago, the General Machine Company, 
Foundry Division, Emmaus, Pa., switched from natural 
to synthetic sand for stoker and jobbing castings. This 
move necessitated new sand preparation equipment— 
equipment that combined controlled accuracy with 
high speed production. 


First, a Model 1-H SIMPSON Intensive Mix-Muller 
was purchased and then later supplemented with a 
SIMPSON Porto-Muller. Together these two units 
met all existing sand requirements even when the 
increased demand for castings required them to be 
operated for 12 to 16 hours a day. ‘‘Despite these un- 
usual circumstances,” says Mr. Thomas, ‘‘the quality of 
my sand was never reduced, although both mixers 
were often overloaded and operated constantly.” 


It was this demonstration of superior performance 
under adverse conditions that prompted the purchase 
of a new high capacity 2F SIMPSON Mix-Muller. This 
modern machine doubles the previous sand output. . . 
eliminates about 20 man hours of work a day .. . and 
easily maintains the necessary high casting quality. 
Scrap consistently runs as low as 4% per month on 
250 to 350 tons of finished castings ... and that in- 
cludes machine shop scrap. 


So today, more than ever, ‘‘castings by General 
Machine” are in great demand—thanks to efficient 
foundry operation and the ability of SIMPSON Mix- 
Mullers to turn out sand in greater quantity and quality. 


Remember, whatever you're casting—the speed— 
the quality of your finished product—the efficiency of 
your operation—is a// greatly dependent upon your 
method of sand preparation. That’s why foundries 
throughout the country depend on SIMPSON Inten- 
sive Mix-Mullers. 


For further details on the new 2F and 3F Mix-Mallers, 
send for Bulletin 511. 


ata RR RREIRC ANREP aes ay 185 mare! yor 


FOUNDRY 














° ° FZ, 
necung Company 
646 Machinery Hall Bldg. e Chicago 6, Illinois 


SIMPSON 
Vutensive 
MIX-MULLERS 


February 1 








(Advertisement) 








OHIO FERRO-ALLOY BRIQUETS 


WILL SAVE MONEY FOR YOU! 





Foundries Can Slice 
Costs 712 to 12% 
With Briquets 


By utilizing Ohio Ferro-Alloy 
briquets you can use more scrap 
and less pig iron in your cupola. 
Cost of the charge is materially 
reduced, especially today when the 
relative cost of scrap to pig iron 
is so favorable. 





Consider the tables below com- 
paring a typical 1000 pound 
charge high in pig iron content 
with that utilizing silicon briquets 
and increased cast scrap. 


Based on current delivered 
prices, the Ohio Ferro-Alloys bri- 
quet mixture represents a saving 
of 7.5% in Pittsburgh, 10.4% at 
Chicago, and 12.1% at Philadel- 
phia. 


In addition, Ohio Ferro-Alloy 
briquets can help you make better 














Ohio Ferro-Alloy briquets are 
shipped to suit your handling 
facilities — bulk, bag, box type 
pallet, gondola or box car. 


casting —reduce losses from off- 
iron. Easy to add to the charge 
at the cupola, briquets permit 
close and consistent metallurgical 
control. Such flexible control re- 
sults in iron of enhanced physical 
properties—higher strength, more 
uniform structure, and _ better 
machinability. 


Regular use of Ohio Ferro- 
Alloy briquets permits substantial 








Cut Your Pig Iron 


Needs And Use 
More Scrap 





reduction in raw material inven- 
tories. They may be purchased in 
any quantity from a bag to a car- 
load and are available for prompt 
shipment packed in bags, in bulk, 
or in box type pallets at no extra 
charge. 


COLOR CODED FOR 
EASY IDENTIFICATION 


Color coded for easy identifica- 
tion, briquets of silicon, manga- 
nese, silico-manganese and chrom- 
ium afford you a very effective 
method of trimming production 
costs and increasing the efficiency 
of your operation. 

It will pay you to investigate 
the use of Ohio Ferro-Alloy bri- 
quets—for better iron at lower 
cost. Write us today for details. 





PIG IRON MIXTURE 








BRIQUET MIXTURE 
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Eliminate tedious and un- 
certain weighing — with 
briquets there’s no more 
guesswork. Simply count 
out the number you need 
into the 


and toss them 
Notched briquets 


cupola. 


available for easy halving. 









Pe Pee SILICON CcosT* sii es SILICON CcosT* 
MATERIAL elg oo Weight Pitts- Phila- MATERIAL eight 2° : itts- ila- 
Pounds | Chargel per cent aaa pans Chicago dahie Pounds | Chargelpe, cent i Ret Chicago delphia 
Pig Iron 400 40.0 2.00 8.00 | $10.08} $10.08 | $10.44 Pig Iron 200 20.0 2.00 4.00 |$ 5.04 | $ 5.04 | $ 5.22 
Returned Returned 
Scrap 300 30.0 2.20 6.60 5.08 4.55 4.68 Scrap 300 30.0 2.20 6.60 5.08 4.55 4.68 
Purchased* Purchased* 
Scrap 240 24.0 1.60 3.84 4.07 3.64 3.75 Scrap 500 50.0 1.60 8.00 8.48 7.59 7.82 
sil =m Sill : — 
gid 60 | 6.01] 1025| 615 | 201] 208] 2.48 ie en ee” | ae see ee lt 
Totals | 1000 | 100.0 24.59 |$21.24| $20.35 | $21.35 Totals | 1000 |100.0 | 24.60 |$19.64 | $18.22 |$18.76 
Less Melting Loss, 10% 2.46 Less Melting Loss, 10% 2.46 
Balance 22.13 Balance 22.14 
Theoretical Analysis of Iron 2.21% Silicon. Theoretical Analysis of Iron 2.21% Silicon. 
*Based on delivered price per gross ton at destination as of Nov. 15, 1953 
Returned and purchased scrap priced at cost No. 1 cupola grade. 
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NOT JUST A BALL 
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How TIMKEN’ bearings keep sheaves turning 


smoothly on 80 cubic foot slag bucket 


HEN this 80 cubic foot bucket scoops up slag, 
its sheaves have to turn smoothly. Otherwise, 
the bucket would be slowed down, and the cables 
would scuff and wear out. Industrial Brownhoist 
Corporation avoided both problems by mounting 
the sheaves on Timken® tapered roller bearings. 
Timken bearings keep the sheaves rotating easily 
and freely because their true rolling motion and in- 
credibly smooth surface finish practically eliminate 
friction. The bucket isn’t slowed down—the cables 
don’t scuff. And Timken bearings stand up under the 
heaviest loads because the line contact between their 


GREATER LOAD AREA 


Because the load is carried on 
the Jine of contact between 
rollers and races, Timken bear- 
ings carry greater loads, hold 
shafts in line, wear longer. 
The Timken Roller Bearing 
Company is the acknowledged 
leader in: 1. advanced design; 
2. precision manufacturing; 3. 
rigid quality control; 4. special 
analysis Timken steels. 











NOT JUST A ROLLER 





THE TIMKEN TAPERED ROLLER 


TAPERED ROLLER BEARINGS 





BEARING TAKES RADIAL 














How INDUSTRIAL BROWNHOIST CORPORATION 
mounts the sheaves of this 80 cubic foot slag 
bucket on Timken bearings to assure long 
life and trouble-free operation. 





rollers and races gives them extra load-carrying 
capacity. Maintenance is reduced, wear minimized. 
What’s more, Timken bearings handle the tough 
shock loads because they’re case hardened to give a 
tough, shock-resistant core and a hard, wear-resistant 
surface. Their tapered construction enables them to 
handle the heavy thrust loads as well as radial loads. 
No other bearings give you all the advantages of 
Timken tapered roller bearings. Specify them for the 
steel mill equipment you build or buy. The Timken 
Roller Bearing Company, Canton 6, Ohio. Canadian 
plant: St. Thomas, Ont. Cable address: ‘““TIMROSCO”. 
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LOADS OR ANY COMBINATION 














Abrasive 
consumption cut 
from 100 lbs.a day | 
to 100 lbs. a month 























pioneering developments keep WHEELABRATOR STEEL SHOT first in abrasives 









C leaning 
quality 
much improved 




















Impeller 


blades last 
7 to 8 times 
longer 














































triple savings result 
from use of WHEELABRATOR STEEL SHOT 


at the FATE-ROOT-HEATH COMPANY 


Thirty times longer shot life, 8 
times longer life for blast ma- 
chine parts and much improved 
cleaning quality have resulted at 
the Fate-Root-Heath Company 
since they switched to Wheel- 
abrator Steel Shot. Whereas they 
formerly added 100 to 200 
pounds of chilled iron shot every 
day to the machine . . . they now 
add about 100 pounds a month 
of Wheelabrator Steel Shot. 


In addition, wheel blades now 
last 4 to 5 weeks compared to 


"6H Ste pbs to Greater 
tbrasive Savings”’—a 
new 8-page Bulletin 
describes your 
abrasive costs can bs 
cut. Send for your 
copy today. 


hou 








only 3 days with the chilled shot. 


The Wheelabrator Tumblast in 
which this superior shot is being 
used is operated 7 hours a day, 
five days a week cleaning gray 
iron castings weighing from 1/, 
lb. to 300 Ibs. each. 


Not only does the Wheelabrator 
Steel Shot last longer and reduce 
operating costs, it also does a 
much better job of cleaning. No 
castings are cleaned more than 


five minutes and most are cleaned 
in a three minute cycle. 


“If steel shot cost twice as much 
as it does, it would still be the 
cheapest material to use,’ writes 
W. L. Chatfield, Foundry Supt. 


Similar performance records in 
plants throughout the country 
on every type of product prove 
convincingly that the lowest over- 
all cleaning costs are achieved 
with Wheelabrator Steel Shot. 


Try it today and see. 


american 


WHEELABRATOR & EQUIPMENT CORP. 





505 S. Byrkit St., Mishawaka, Indiana 
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SAND 
CONTROLS 
WILL REDUCE 
SCRAP 





SAND 
ple). hi fe] &) 


INCREASE SAND 
( PRODUCTION 


: SAND 
| CONTROLS 
PAY FOR 


. THEMSELVES 
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(The ORIGINAL manufacturer of automatic controls for sand systems) 


HARTLEY HYGRO-GUIDE 
AUTOMATICALLY CONTROLS 


MOISTURE 


HARTLEY TIME-GUIDE 
AUTOMATICALLY CONTROLS 
EVERY PHASE OF MIXING 
CYCLE 


BOND GUIDE 

MEASURES AND CHARGES 
EXACT AMOUNT OF 
BOND AUTOMATICALLY 


SAND LEVEL CONTROL 
ASSURES THE MOLDER A 
CONSTANT SAND SUPPLY 
IN THE HOPPER 


Each unit of control equipment illustrated will improve 
some phase of your sand system at a substantial savings in 
cost. You cannot afford to be without them! They are 
being used in many different types of foundries throughout 
the country and are available separately or as a group. 
When used together your entire system will be 


HAYLCO C@RTROLS 
orhoration 


NEENAH, WISCONSIN 


AQUOWAWIG SAND GOmuROIS 


100% AUTOMATIC! 














35000 LBS. TENSILE STRENGTH 
.... WITHOUT HEAT TREATMENT! 





USCO T is the high-tensile aluminum alloy that 
gives you physical properties usually obtainable 
only by heat treating — without this delay and 





costly extra step. 


USCO T can be cast in both sand and permanent 
mold. Typical properties in sand after two weeks 
natural aging are 35000 T.S., 25000 Y.S., 5% 
elongation and 74 Brinell. This elimination of 


heat treating minimizes warpage problems. 


USCO T is available now for prompt shipment. 
For further information on this exceptional time 
and money saving aluminum alloy contact your 
USCO representative now.or write us direct. 


ror S@ years, aan U. S. REDUCTION co. 


aluminum development 


East Chicago, Indiana 


PLANTS: EAST CHICAGO, INDIANA #° TOLEDO, OHIO 
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Here's what makes the tractor shovel 
an outstanding performer 
on hig-capacity material handling — 


Users everywhere are finding the Allis-Chalmers 
HD-5G Tractor Shovel an excellent way to reduce 
production costs — not only because of its big han- 
dling capacity and economy, but because of its un- 
usual versatility as well. 


. CO With Standard 1-yd. Bucket it is ready for any 
__/ 'é> bulk material — loads trucks, feeds hoppers and 
‘i+ ™ conveyors, builds stockpiles. 


Finis With Lift Fork attachment it skids, stacks or 
¢ ZF loads packaged or palletized loads up to 4,000 
wLS4 lb., steel beams, pipe, lumber. 

4 With big 2-yd. Light-Materials Bucket it dou- 
¥~ bles output in coal, coke, other light materials. 


Where desired, the HD-5G can be adapted to 
other special requirements through use of Nar- 
row Bucket, Rock Fork, Crane Hook — any of 
13 attachments in all. These can be interchanged 
in about 20 minutes by simply removing and 
replacing four pins. 


af 


The thousands of HD-5G’s can be found working indoors 
and out — in pits and mines, on stockpiles, around all 
types of plants. Their crawler treads provide traction for 
soft spots or steep climbs, smooth out travel over rough 
ground, fit them to work anywhere. Because of compact- 
ness and maneuverability, HD-5G’s handle well in close 
quarters. With an over-all height of about 6 ft. (bucket 
down), they are used on many underground and other 
low-headroom jobs. 


— also does other work 





Pen. a ae ae 


The HD-5G isn’t limited to handling materials. It clears 
or levels land for new construction, digs basements and 
trenches, backfills, builds and maintains roads, stockpiles 
and reclaims coal, saves money and man-hours on dozens 
of jobs the year around. 





ATR NG 


It handles many different materials... 


i gee , 
Mgt MRE NS AE oo) 


...in any weather 


In winter, the HD-5G clears snow from yards, roads and 
parking lots — in addition to regular duties. With 40 brake 
hp., 16,200 lb. of weight and plenty of track on the ground, 
it isn’t stopped by snow, ice or mud. Cabs protect operators 
from cold or sun. 


Ask for a demonstration — Your nearby 
Allis-Chalmers industrial tractor dealer will be 
glad to show you just what the HD-5G or one of 
the larger 2-, 3- or 4-yd. Tractor Shovels will do 
—right on your own job. Or write for additional 
information. 


LLIS:CHALMERS 


TRACTOR DIVISION . MILWAUKEE 1, U.S.A. 





New AIR CLEANING APPLICATIONS 





High COLLECTION EFFICIENCY 





Low SYSTEM RESISTANCE 





om FROM CLOGGING 


ed 
Freon or STICKING 





Resistance TO HIGH HEAT, 
CORROSION and ABRASION 








HYDRAULIC 
SCRUBBING TOWERS 


This new “Buffalo” wet centrifugal air cleaner 
solves formerly difficult problems. Its system of 
closely spaced Fog Type Nozzles creates a fog 
which jets the air or gas thru the unit, thus over- 
coming its own resistance. Each layer of fog con- 
denses the one below, permitting gravity travel of 
the trapped material. This centrifugal spray action, 
plus scrubbing action against a wetted surface, re- 
sults in extremely high collection efficiency with 
no tendency to become clogged, abraded or cor- 
roded. 














Whatever your cleaning problem— 
gases, dusts, linty or stringy dis- 
charges—by all means, investigate 
this new and trouble-free wet 
cleaning method. Request new 
Engineering Bulletin AP-525, 

on your company letterhead. A Compact, Easily Installed 

and Maintained Unit. 


BUFFALO FORGE COMPANY 


221 Mortimer St. Buffalo, N. Y. 
PUBLISHERS OF “FAN ENGINEERING” HANDBOOK 
Canadian Blower & Forge Co., Ltd., Kitchener, Ont. 
Sales Representatives in all Principal Cities 
VENTILATING AIR CLEANING AIR TEMPERING INDUCED DRAFT EXHAUSTING FORCED DRAFT COOLING HEATING PRESSURE BLOWING 
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with LINDE Oxygen 


you get the i | f, 


~ + that’s LINDE SERVICE 


In every metalworking operation, 
new materials, changing require- 
ments, and unexpected emergencies 
createspecial situations that demand 
skill and experience. 

That’s where LINDE SERVICE 
comes in. LINDE’s field engineers 
stand ready to help you meet such 
conditions. They re backed by LINDE 
laboratories, where research in oxy- 
gen manufacture, distribution sys- 
tems, and application methods has 
been carried on for more than 40 
years. 

When you use LINDE Oxygen, 
you're also getting, when you need 
it, practical advice and engineering 
service that can't be matched any- 
where else. 


AT WORK—FOR 


At the LINDE Laboratory, research is constantly \ 2 
under way on time and money saving methods 
and materials for utilizing oxygen and oxy-acety- 


lene processes. 
LINDE SERVICE 


is the unique combination of 
research, engineering, and more 
than 40 years of accumulated know- 
how that is helping LINDE customers 
save money and improve production 
in their uses of oxygen and oxy- 
acetylene processes. 
















































If your company uses oxygen, LINDE SERVICE can mean 
dollar savings to you. Let us tell you how. 
LINDE AIR PRODUCTS COMPANY 


Division of UNION CARBIDE AND CARBON CORPORATION 
30 East 42nd Street (18% New York 17, N.Y. 





Offices in Principal Cities 


Jn Canada: Dominion Oxygen Company, Limited, Toronto 
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$3 593.81 Saving Made! 


ENGINEERING DATA 


SIZES: Stocked in widths of 18", 20", 24", 30" and 36". 


CONSTRUCTION: Center section composed of Fiber- 
glas* fabric combined with cotton and asbestos 
layers to total six plies. Standard cover thicknesses 
are 3/16" top and 1/16" bottom covers. 

TEMPERATURES: Recommended for installation 
where material temperatures average 350° F. with 
some hot lumpsrunning well abovethistemperature. 
APPLICATIONS: Carrying hot foundry sand from 
under casting shakeout unit ... transporting hot, 
dry materials in foundries of all types. 


*T. M. Owens-Corning Fiberglas Corp 
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HEWITT-ROBIN 


EXECUTIVE OFFICES, STAMFORD, CONNECTIC 
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Hewitt-Robins Fiberglas 
Belt Cut Belt Operating 
Costs 55% During 15 
Months of Trouble-Free 


Operation 





CUSTOMERS’ PERFORMANCE 
RECORD 


EQUIPMENT: 
Hewitt-Robins 30" Maltese Cross“ 
Fiberglas Conveyor Belt. 


LOCATION: 

Columbia Malleable Castings Divi- 
sion, Grinnell Company, Columbia, 
Pennsylvania. 


MATERIAL HANDLED: 

Hot foundry sand from four Mechan- 
ical Shakeout Units at temperatures 
well over 350° F. 


PERFORMANCE: 

This Maltese Cross Fiberglas Belt 
saved 55% in belt operating costs 
during a total of 4,779 production 
hours. The actual operating cost per 
hour was only $0.619 compared to 
$1.371 for other brands of belts pre- 
viously used on the job. 


RESULTS: 


Eliminated down time for frequent 


belt changes . . . eliminated loss of 


metal due to belt breakage. . . saved 
$3,593.81 during 15 months of de- 
pendable, trouble-free service. Based 
upon the outstanding performance 
of the original belt, this plant has 
installed two additional Hewitt- 
Robins Maltese Cross Fiberglas Belts. 


NINCORPORATED 


C TIC MESTIC DIVISIONS: Hewitt Rubber e Robins Conveyors @ Robins Engineers @ Restfoam 
REIGN SUBSIDIARIES: Hewitt-Robins (Canada) Ltd., Montreal @ Hewitt-Robins Internationale, 
is, France ¢ Robins Conveyors (S. A.) Ltd., Johannesburg « EXPORT DEPARTMENT: New York City. 
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py this Foundry Belt 


Here is a partial list of 


HEWITT-ROBINS PRODUCTS 


that will help you 
cut handling costs and 
increase operating efficiency. 


MACHINERY 


Belt Conveyors 

Belt & Bucket Elevators 
Car Shakeouts 
Conveyor Idlers 
Dewaterizers 
Mechanical Feeders 
Foundry Shakeouts 
Mine Conveyors 
Reclaiming Systems 
Screen Cloth 

Stackers & Trippers 
Vibrating Conveyors & Screens 


INDUSTRIAL RUBBER 
PRODUCTS 
BELTING: 

Conveyor 


Elevator 
Transmission 


HOSE: 
Acid 
Air & Air Drill 
Barge Loading 
Dust Suction 
Fire 
Fuel Oil & Gasoline 
Gasoline Pump 
Mud Pump Suction 
Oil Suction & Discharge 
Propane-Butane 
Road Builders’ 
Rotary Drilling 
Sand Blast 
Sand Suction 
Sea Loading 
Servall®, All-Service 
Steam 
Tank Car & Tank Truck 
Vacuum & Air Brake 
Water & Water Suction 
Welding, Twin-Weld“ 


* 
For information and service on in- 
dustrial rubber products, contact 
your Hewitt-Robins Industrial Sup- 
ply Distributor. Through his com- 
plete stock of Hewitt-Robins Rub- 
ber products, and his familiarity 
with local field conditions, he can 
fill your supply needs promptly and 
correctly. See Classified Phone 
Book for the Hewitt-Robins Indus- 
trial Supply Distributor serving your 





CLIMAX 


WIRE STRAIGHTENERS 


For More Than Forty Years, the 
Industry's Most Reliable Straight- 
eners of Wire and Rod. 


: eget = 


yas 





rig oh ™ Here's a good way to cut costs! Reclaim used wires and core rods with a 
ete 2 ) = CLIMAX. This rugged machine can be operated safely and efficiently by un- 
cone skilled workers. Straightens random lengths quickly, economically — ejects 
them with a slight, natural bend, just right for core rod use. Gears, V-belts 
and other moving parts enclosed. Safety switch for instant stopping or re- 


versing. Three sizes: Model 2 straightens four wire sizes, 1/16" to 4", 


MODEL 
2A 


motorized 


Handles 4 wire sizes, 


Ve ” ‘ said . . . . 

: 7 A —— . : \ — Model 2 2 —four wire sizes, 3/16" to ¥2‘‘, and Model 3—five wire sizes, 
unit, ready for oper- ae ° . . 
ation. : ca Y¥,"' to %4''. Write for further information. 


WHIRLMIX 


SAND MIXERS 


Fast, Thorough Mixing Without 
Crushing or Heating Sand Grains 





The WHIRLMIX uses flexible, spring steel, whirling arms to mix 
sand. The arms rub and squeeze sand with a regulated pres- 
sure that compensates for variations in the amount of sand being 
mixed. Correct mixing pressure is assured to prevent crushing 
or heating the sand grains. More sand is mixed per hour, at 
lower cost. The WHIRLMIX is easy and economical to maintain, 
too. The lower, inner wall is wear-resistant, synthetic rubber — 
bottom plate and rubbing shoes are long-wearing, carbon steel 
—easily replaceable when necessary. WHIRLMIX mixers occupy 
little space, do not require foundations, are easily moved. Four 
models, for batches from 15 to 600 Ibs. of sand. Write for 


further information. | a . MODEL No. 300 


Thoroughly mixes 300 !bs 
oil sand in 3 min.—200 


FEDERAL 7 facing sand in 1% min 
Tze FEDERAL FOUNDRY SUPPLY Gomsany 


4600 EAST 71st STREET, CLEVELAND 5, OHIO 
CHATTANOOGA - CHICAGO - DETROIT - LOS ANGELES - MILWAUKEE - NEW YORK 









bake cores of widely varying sizes and shapes in 


COLEMAN TOWER OVENS 


Only Coleman Tower Ovens have the exclusive features 
of accurate controls and flexibility which permit you to 







bake cores of widely different sizes and shapes at the 






same time with consistent uniformity. 


































A midwestern foundryman writes “’...cores ranging 
in size from small pin type weighing a few ounces 
to cores weighing over 100 pounds are baked in 
one cycle with no rebake, cooled and ready for 
finishing. Core breakage and rejects are negligible 
compared to former practice. We are more than 
Wi pleased with our entire operation.” 


77 

eas _] No other method bakes cores at lower cost 

because of these Coleman Tower Oven features: 

itt 

, bs ©} GREATEST SAVINGS IN LABOR resulting from the 

y PY UNF most efficient handling methods. 

— ejects 

V-belts MOST EFFICIENT USE of your available production 

| floor space. 

g or re- 

to ,' — LARGEST FUEL SAVINGS by using the most 

re sizes economical fuel available. 


USE OF MOST SATISFACTORY BINDERS for your work — 
oil or resin. 


LOWEST MAINTENANCE COST for upkeep and service. 


Coleman Tower Ovens use only 25% of floor space 
Write for Bulletin C required by batch type ovens of same capacity. 











Patented Open Center permits close, efficient 3-way loading feature increases ac- Recuperative cooling system “smokes-off” 
grouping of coremakers around the oven... cessibility 300% over ordinary vertical and cools the cores before they reach 
results in increased coremaker productivity. oven designs. unload station. 





Coleman Tower Ovens quickly pay for themselves out of savings in labor, A COMPLETE RANGE OF 
fuel and by reducing losses. Our engineers are available, without obliga- TYPES AND SIZES 
o. 300 tion, to make practical recommendations for your particular requirements. for every core baking and 


mold drying requirement: 







300 Ibs 
1 Saco DOU Tower Ovens * Horizontal Conveyor Ovens 
> mir Car-Type Core Ovens * Car-Type Mold Ovens 


Transrack Ovens * Rolling Drawer Ovens 


THE FOUNDRY EQUIPMENT COMPANY Portable Core Ovens * Portable Mold Dryers 
1821 COLUMBUS ROAD CLEVELAND 13, OHIO A < yy 
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WORLD’S OLDEST AND LARGEST FOUNDRY OVEN SPECIALISTS =e 
el February 1954 








THERMALLOY* 





Cutaway section of Thermalloy plate insert shows integral 


grid design of Thermalloy tray used in this annealing furnace 


FURNACE TRAYS ...IN SERVICE OVER 2& MONTHS! 


At the Dostal Foundry & Machine Co. in 
Pontiac, Michigan, two 30’annealing furnaces 
(pusher type) are used for stress relieving gray 
iron castings. During the 4 to 442-hour pro- 
cess... with temperature ranging to 1640° F. 

.an average work load of 210 lbs. is carried 
on each heat-treat tray. 

Previously used trays became cracked and 
twisted in service. Sometimes the work load 
was spilled to the furnace bed when the tray 
twisted out of shape .. . forcing a costly 
furnace shutdown. 

Electro-Alloys recommended one-piece 
Thermalloy trays with integral grids to give 
maximum strength with a favorable alloy- 
work ratio. An alloy-plate insert was designed 


‘Brake Shoe | 


COMPANY 

















to keep work from falling to furnace bed. 
28 months later, these Thermalloy castings are 
still in service .. . and show little wear. 

Thermalloy is a group of tough, heat- 
resistant alloys specifically developed to take 
heavy loads and rough usage... to resist 
corrosive gases and retain strength (up to 
2100° F.). Electro-Alloys produces such types 
of Thermalloy castings as you may require... 
whether they be trays, pots, baskets, fixtures, 
rollers or radiant tube assemblies. Call your 
nearest Electro-Alloys representative for 
full information or write Electro-Alloys 
Division, 5008 Taylor Street, Elyria, Ohio, 
for the new Thermalloy Tray and Fixture 
Bulletin T-226. 


*Reg. U.S. Pat. Off 


ELECTRO-ALLOYS DIVISION 
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your foundry 
distributor 

is a good man 
' to talk to... 


| He knows the best products for 























your particular job. . . will 
' serve to help you produce bet- 
| ter castings. 
















...and the best 
distributors handle 
CEDAR HEIGHTS 
CLAY PRODUCTS 


This bonding clay is not general- 
Fi ly processed among commercial 
clay producers. It is extremely fine 
... and excellent for use in the 
manufacturing of delicate precision 
castings. The quality of castings is 
exceptionally high. 

Because of the fineness, CEDAR 
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QO HEIGHTS AIRFLOATED CLAY is 


; , available in 100-lb. bags only. Call 
EVERY STEP your distributor NOW for free sam- 


le or wri irect. 
QUALITY-CONTROLLED ithaca: 
... SINCE 1924 


CEDAR HEIGHTS CLAY 
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COLUMBIUM and TANTALUM 


Strategic Combination for Imparting Strength and 
Stability to High-Temperature Metals 


Gas turbines for jet-aircratt engines, 


and for other similar engines being de 
veloped for marine and railway transpor 
tation, have greatly increased the de 


mand for high-temperature metals. Ihe 
metals are 


present most satisfactory 


either iron-base, nickel-base, or cobalt 


base. They are used in the form of cast 


ings and hot worked products, such as 


forgings, bars, and sheets. 


Many of these special metals contain 
benetic ial 


columbium because of _ its 


effect on high temperature strength in 


both cast and wrought produc ts. Investi 


gations have shown that columbium IS 


one of the key alloys tor IMmparting high 


temperature strength and_ stability in 


metals suitable for operating tempera 


tures up to 1500 deg. F. and above. 


Need for New Alloy 


Originally, a ferrocolumbium alloy 


containing approximately 55 pel 


columbium and 5 per cent tantalum was 
employed in the production of many of 


these high temperature metals. Hlow 


ever, with the increased use of high-tem 


cent 


perature metals and columbium-bearing 
18-8 the demand for 
columbium exceeded its availability. 


stainless steels, 


ELECTROMET’S Research Laboratories 
began investigations to ascertain whether 
an alloy containing more tantalum and 
less columbium would be equally satis 
factory for producing the high-tempera 
ture metals. Columbium and tantalum 
alone, as well as combination alloys of 
columbium plus tantalum, were tested. 


Results of Tests 
| he alloy N 155 was selected tor tests. 
It is an iron-base alloy with the follow 


ing approximate analysis: 


Chromium .....<... 20 per cent 
SET (22 [ar et 20 per cent 
(Sarl tye steed wee 20 per cent 


Pungsten: .. i.66ess 3 per cent 
Molybdenum ...... 2 per cent 
Columbium I percent 
Nitrogen 
Carbon 


-15 per cent 


..Max. 0.35 per cent 
The data in the table below desc ribe 
the mechanical properties, at room tem 


perature, of this low-carbon N-155 alloy 












































Properties of Modified N-155 A!loys Compared’ 
With | With Columbium | With 

Typical Analysis, %** Columbium | and Tantalum Tantalum 
Columbium 1.13 0.58 0.49 ; beta 7 
Tantalum 0.08 0.64 0.53 1.47 
Carbon 0.12 0.13 0:33 0.12 
Nitrogen 0.13 0.14 0.14 14 
At Room Temperature oi 
Tensile Strength, psi 119,000 123,200 117,500 122,100 
Yield Strength, psi 56,709 59,500 52,000 59,100 
Elongation in 2 in., % 52 47 57 54 
Reduction of Area, % 69 65 69 56 
At 1350 deg. F 
Stress to Cause Rupture, psi 

In 100 hr. 31,990 34,000 33,500 

In 1000 hr. 23,900 25,009 23,009 
At 1500 deg. F ni 
Stress to Cause Rupture, psi 

In 100 hr. 20,090 20,000 20,509 20,000 

In 1000 hr. 15,000 14,000 15,500 15,000 











* Tests made on standard samples from one-inch round bars, water-quenched from 2250 deg. Fahrenheit. 


** Composition of the base alloy is given in the text 
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modified with columbium and tantalu 
alone, and with combinations of colu 
bium plus tantalum. The metal modifi 
with columbium has good strength a1 
high ductility at room temperatu 
These same good properties are obtained 
when tantalum, or tantalum plus colui 

bium, is substituted for the columbiu: 


Stress-to-rupture tests were also c 
ducted on these same modified | 
carbon N-155 alloys at 1350 and 15 
deg. F. The data show (see table) tha 
when the columbium is replaced with a 
mixture of columbium plus tantalur 
the strength of the metal remains sub 
stantially unaffected at 1350 and 15 
deg. F. Also, when all of the columbium 
is replaced with tantalum, the strength 
IS equl\ 


of the metal at 1500 deg. F. 
alent to that obtained with columbium. 
Hence, from the standpoint of high 
temperature strength, columbium an 


tantalum can be used interchangeably, 


or in combination. 


Help to Industry 


EtectroMert has developed an alloy 
containing approximately 20 per cent 


tantalum and 4o per cent columbium for 


use in high-temperature metals and 
stainless steels. It is known as ELECTRO 

Mev ferrotantalum-columbium. 
Industrial experience with this com 
paratively new alloy has confirmed th 
favorable results of the 
work. The alloy has already aided con 
| 


the supply of 


experime nta 


siderably in augmenting 
columbium alloys, since it is just as ef} e 
tive as ELEcTROMET ferrocolumbium 
with 50 to 60 per cent columbium, for 
giving strength at high temperatures. 

Furthermore, the new alloy is 
preferred because of its greater avai 
abilitv. It should be added to a_ thor 
oughly deoxidized metal bath to obtain 
the best results. A recovery of about 
per cent for the columbium and 8e pe 
cent for the tantalum may be expected 

For further information — regarding 
alloys for high-temperature metals, writ 
to the nearest ELECTROMET offic: 


Birmingham, Chicago, Cleveland, D) 
troit, Houston, Los Angeles, New ) 
Pittsburgh, or San Francisco. In | 
ada: Welland, Ontario. 
rhe term ‘“Electromet” is a registered 
mark of Union Carbide and Carbon Corp: 
FOUN DRY 
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Running 
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Button 0 Min. 


Pushed TT Cran @&elitiae) 


OTHER & ADVANTAGES 


eX  Two-bearing Foundromatic design — simpler 
than any other — means only one dust seal, 
far fewer parts. 





One-piece body construction . . . stress-re- 
lieved after welding . . . increases resistance 


to impact load. 


rating — you don't have to buy extra ca- 


¥& Vigorous vibration for largest loads within 
pacity to get rapid shakeout. 


Effective belt tension assured by specially 
designed pivoted motor base. 


*Potented 


ALLIS-CHALMERS 


fF bruary 1954 


Quiet, Smooth Stop 


EXCLUSIVE CONTROL 


ELIMINATES 


Foundromatic shakeouts transmit no vibration 
when running; no vibration when stopping. Allis- 
Chalmers new exclusive* automatic snubber con- 
trol reverses the motor to bring the shakeout to a 
smooth, quiet stop. Actually, electrical energy 
supplied by the control replaces mechanical snub- 
bers. As a result, maintenance is reduced. Also, 
both motor and drive last longer. In addition, cast- 
ings and flasks are not damaged by excessive throw. 

Get complete facts on Foundromatic shakeouts 
with automatic snubber control from your nearby 
A-C district office, or write Allis-Chalmers, Mil- 


waukee 1, Wisconsin. A-4256 








Foundromatic is an Allis-Chalmers trademark. 











A Mechanized Foundry 
Benefits Everyone 


ANOTHER MULTI-WASH SYSTEM — modelled 


for the modern mechanized foundry 


Here in this foundry, modern mechaniza- 
tion and Schneible dust control are combined 
to provide, as nearly as possible, an ideal 
production atmosphere. 

Sixty-five units of Schneible dust and fume 
control equipment help provide conditions 
that promote good health and greater pro- 
ductive effort. 

Schneible patented features, a result of 
many years of dust control experience, give 
the utmost in efficient performance and low- 
cost maintenance. 

Clients by the scores have enjoyed trouble- 


CLAUDE B. SCHNEIBLE CO. 
P. O. Box 81, North End Station 


Detroit 2, Michigan 


Representatives in 15 major cities 





free operation of Schneible dust control 
equipment over the years. 

Whether the job is large or small, Schneible 
engineers figure all the angles and come up 
with dollar-saving answers on overall opera- 
tion. Controlled air velocities (summer and 
winter) .. . Continuous re-use of water. . 
localized collection. . centralized disposal 

.. no dust handling after collection. 

Call in Schneible for a money-saving 
solution to your dust, fume or odor control 
problem. Call on experienced engineers in 
modern foundry ventilation. 
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BUSINESS OUTLOOK: Optimists outnumber the 
pessimists in most appraisals of the business out- 
look for the near future. For instance, the Na- 
tional Association of Purchasing Agents says its 
members; by a two to one margin, expect indus- 
trial production and orders this quarter to halt the 
gradual decline of late 1953 and even strengthen 
somewhat. No sharp upswing is indicated, but 
the predominant opinion is that business will be 
fairly good for the period, although below 1953. 
Those opposing this view believe further adjust- 
ments are necessary but that no depression is in 
sight. 

In a recent poll of a small but representative 
group of foundrymen, four out of five said they ex- 
pected their first quarter operations to equal or 
exceed those of 1953’s closing quarter. Exact ex- 
tent of automotive requirements is somewhat of 
a question mark, but some signs are appearing 
of better activity among farm implement builders. 


SCRAP EXPORTS: Exporting of iron and steel 
scrap, revived a short time ago by Department 
of Commerce licensing for the fourth quarter last 
year, is to be continued this quarter, it has been 
announced. During the fourth quarter 218,632 
tons of scrap were licensed by the Department 
under its “restricted” open-end policy for export 
from the continental United States. Only a small 
part of this tonnage actually moved out before 
the end of the year. For a number of years prior 
to World War II scrap exports ranged between 
2 and 4 million tons annually. 


Commerce Secretary Weeks says that ‘the con- 
tinuation of the scrap export policy for another 
quarter will enable the Department to keep the 
scrap situation under continuing review, and to 
test certain complex questions relating to the 
future rate of steelmaking in this country, the 
trend of scrap consumption at home, and the 
foreign demands on the United States from 
abroad.” Foundries and some other consumers 
still oppose the exporting of scrap, fearing that 
eventual lifting of the licensing arrangement will 
permit an unrestricted exodus of metal in sub- 
stantially larger tonnages. 


INCORRECT FIGURE: A Dec. | announcement 
by the Office of Defense Mobilization concerning 
industrial capacity expansion indicated that the 
increase in steel casting capacity had reached 
93 per cent of the authorized expansion goal. 
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Late Foundry News 





January 27, 1954 


This appears to have been in error. Actually only 
92 per cent of the expansion, for which accelera- 
ted tax amortization is available, has been au- 
thorized. What ODM meant was that expansion 
to date plus existing facilities brought total ca- 
pacitiy to 93 per cent of the eventual goal. 

The expansion of capacity for producing heavy 
gray iron castings (over 3000 lb) was stated 
two months ago as being only 5 per cent 
achieved. Since then the figure, including tax 
amortization applications now pending, has risen 
to approximately 20 per cent. 


SOIL PIPE RECOUPS: Business lost to non- 
metallic materials during periods of iron shortage 
in recent years is being rapidly regained by pro- 
ducers of cast iron soil pipe, according to Homer 
E. Robertson, executive vice president of the 
Cast Iron Soil Pipe Institute. He says that the 
return to the traditional cast iron material for 
waste, vent and sewage plumbing has been ac- 
celerated by the inability of the substitute ma- 
terials to match the quality of the iron product. 
Prospects for 1954 business are described as good, 
although home construction may not reach quite 
the same level as in 1953. 


NEW FOUNDRY OFFICERS: Jack Bean, recent- 
ly secretary and comptroller, Michigan Steel 
Casting Co., Detroit, has been appointed presi- 
dent-general manager. Harold Schroeder has 
become vice president-operations. He formerly 
was vice president-general manager. Other ap- 
pointments include Walter Hakin as vice presi- 
dent-sales, and Elry Christensen sales manager. 


FOUNDRY CONFERENCES: Two of the oldest 
regional foundry conferences sponsored by AFS 
chapters will be held in February. The 22nd an- 
nual Southeastern Regional Foundry Conference 
will convene at Chattanooga, Tenn., Feb. 18-19, 
at the Patten Hotel. Previous meetings were held 
in Birmingham, but the Tennessee Chapter now 
is a co-sponsor of the event. One week earlier 
the Wisconsin Chapter will stage its 17th annual 
conference at Hotel Schroeder, Milwaukee, with 
an extensive program of technical papers sched- 
uled and the customary heavy attendance antici- 
pated. 

After a seven-year lapse, the East Coast Re- 
gional Foundry Conference will be revived at 
the Benjamin Franklin Hotel, Philadelphia, Mar. 
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9-20. Sponsored by the Metropolitan New York, 
Philadelphia and Chesapeake Chapters, the 
Chesapeake group will act as host. The program 
includes technical sessions Friday morning and 
afternoon and Saturday morning. The conference 
theme is “Economical Foundry Operations.’ The 
last regional conference in Philadelphia was held 
in November, 1946. 


MORE NICKEL: Additional nickel for defense 
purposes will result from the decision of the Gen- 
eral Services Administration to proceed with an 
expansion of the government-owned nickel plant 
at Nicaro, Cuba, and to contribute $1 million 
promising research in new nickel metallurgy. Ca- 
pacity at Nicaro will be increased 75 per cent 
at a cost of $43 million. 


NEW FOUNDRY: OQucaker Steel Foundry Co. 
has been formed at Myerstown, Pa., by J. W. 
Juppenlatz, J. J. Blauch and Lee Miller, all of 
whom formerly were associated with Lebanon 
Steel Foundry, Lebanon, Pa. The new company 
will specialize in the production of stainless and 
other high-alloy steels. 
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IRON AND STEEL SCRAP 


*Brokers’ buying prices, **F.o.b. shipping point. 





FOUNDRY METALS AND COKE 


s . 
s 
FOUNDRY COKE : PIG IRON s NONFERROUS INGOT 
(Per net ton, f.0.b. ovens) & (Per gross ton f.o.b. furnace) s 
tate a B No. 2 Foundry Malleable &° BRASS AND BRONZE: Red 
BEEHIVE * e ‘ Cs ; ey 
‘ one s Bethlehem, Pa. ........ $58.50 $59.00 ® brass, No. 115, 24.50c; tin 
Connellsville ....-$16.50-17.00 ss Birmingh i § bronze, No. 225, 35.25, No, 245, 
OVEN . Sa shi Teds 53.86 aliens e 29.50; high-leaded tin bronze, 
Birmingham eer ee PUIG: Seis Oh De wa ulees 56.50 57.00 § No. 305, 28.75; No, 1 yellow, 
‘hinag oo, 24.50 8 : s No. 405, 20.75; manganese 
CRICABO «<2 So ~ v 8 Chicago . . 56.50 56.50 8 bronze No. 421, 25.25. 
Co) em § Cleveland ............+. 56.50 56.50 * 
Erie, Pa. ......sseeeeee 25.00 § Everett, Mass. ........... 63.00 63.50 : ALUMINUM: 99 per cent plus, 
Everett, Mass. ...ccccse 23.50 s primary ingots 21.50c. Sec- 
ae ‘ on Ox ® Fontana, Calif. 62.50 wiaiets ondary No. 12 alloy 18.50-19.50. 
INGIGNAVONS 2 oc ccccceces 24.25 s Deoxidizing grades: Ne. 1 20.25 
Kearney, N. J. ........ 24.00 : Geneva, Utah ere ee ee 56.50 eatin 21.00; No. 4 16.50-17.50. 
Milwaukee ............. 25.25 § Granite City, Ill. ...... 58.40 58.90 
New Haven, Conn ...... 23.45 : Lone Star, Tex. Sue 52.50 52.50 MAGNESIUM: 99.8 per. cent 
Painesville O 25.50 s : R standard ingots 27.00c, f.o.b. 
; ; , Be ee ee a Neville Island (Pittsburgh) 56.50 56.50 Freeport, Tex. 
Philadelphia ........... 23.95 s Pp sce és ; 
Portsmouth, 0. ........ 24.00 §  Steelton, Pa. <> Se = COPPER: Electrolytic 29.50- 
St; BOW. wseccscscass Bee s Swedeland, Pa. ........ 58.50 59.00 30.00c, Connecticut valley. 
s+ «~p; 2275 *© Toled 5 
Bt Paul... -.0s 02.0000. SETS Gg Relate, ©. — pope ZINC: High grade 10.85c, de- 
Swedeland, Pa. ........ 23.85 oe Troy, N. Y. tees 58.50 59.00 livered. Die casting alloy 14.00, 
Terre Haute, Ind. ...... 24.05 § Youngstown, O. ........- 56.50 delivered. 
» 


(Consumer prices per gross ton delivered, except as otherwise noted) 


No. 1 Heavy No. 1 Heavy 
Melting Cupola Breakable 
Steel Cast Cast 
3irmingham ....... $26.00-26.50 **$41.00-42.50 °*§$30.00-31.00 
Boston® ........... **17.25-18.25 ©929.00-30.00 = sccccccce 
on Eee 24.50-25.50 es | 
eS Perr rr ere 28.00-30.00 B2.00-SS:00 8s ccccevoce 
Cincinnati* weeeeee **26,00-27.00 **37.00 **34.00 
Cleveland .......... 28.00-29.00 41.00—42.00 25.00-26.00 
oo **23.00 **35.00 **25.00 
Los Angeles ....... 23.00 40.00-41.00 re 
POW TOLER? oévvccse 20.00 29.00-30.00 «ss... cecececs 
Philadelphia ....... 28.00 33.00-35.00 34.00-35.00 
PittesDGrgn ...ccese. 30.00-31.00 35.00-36.00 32.00—33.00 
St. Louis* payabersis 27.00 37.00 27.00 
San Francisco ..... 23.00 39.00 36.00 
DORKS ciasvicccvasees 27.00 **35.00-37.00  °*25.00-32.00 





FFMA ELECTS: Edward H. King, Hill & Griffith 
Co., Cincinnati, was elected president of the 
Foundry Facings Manufacturers’ Association at 
its recent annual meeting. He succeeds L. H. 
Heyl, Federal Foundry Supply Co., Cleveland. 
W. J. Cluff, Frederic B. Stevens Inc., Detroit, was 
elected vice president and E. J. Aubuchon, M. A. 
Bell Co., St. Louis, was named to the executive 
committee. G. Dixon Shrum continues as secre- 
tary and treasurer. 


MISCELLANY: Stanford University’s billion-volt 
linear accelerator will be made by General Elec- 
tric Co. in junior sizes for industrial inspection 
work and cancer therapy . . . December orders 
for freight cars totaled 2159 units. Shipments were 
4456 cars, reducing backlogs to 29,950, compared 
with 80,296 a year ago . . . Charles Tscherene, 
formerly with Kulp Foundry Inc., Stroudsburg, Pa., 
now is owner of the Stroudsburg Aluminum 
Foundry, that city . . . James C. Kelley, recently 
head of the Machine Tool Section of the Office 
of Navy Material, has been appointed deputy 
director of the Metalworking Equipment Division, 
BDSA. 


(As of Jan. 27, 1954) 








Clean 
Auto Machinery Short 
Cast Cast Malleable Steel Rails 
Veeremimeseiyi - sala -etaeeleieis $42.00—43.00 
aot rer eres ere re 
eae **32.50-33.50 eeaseaemes 36.50-37.50 
36.00—-37.00 36.00-37.00 39.00—40.00 43.00-44.00 
he at erst oe **44.00 **35.00-36.00 **44.00-45.00 
43.00-44.00 42.00—43.00 42.00—43.00 45.00-46.00 
**40.00 ne Pes “ae aeceaseans 
pWereirns as 40.00 ioe ad Weare jadsuan eet 
tat ae aeidas G4:00-65.00 9 §oidaccscve 47.00-48.00 
37.00 MO reer wb ieneceeens 43.00 
39.00 ae -—usastasanee” “~ Seeeaeueres 
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It happens every day 


—— 


A foundryman bought some so-called 
‘“dustless seacoal’’, which he thought 
would help eliminate the dust prob- 
lem in his foundry. When he began to 
use this treated seacoal he found that 
it was not completely dustproof, and 
as he continued to use this material 
from storage the dustier it became 
(This means that the treatment was 


inadequate and only temporary.) It 


MAKE YOUR FOUNDRY A BETTER PLACE 





wouldn't be fair to say, “We told you 
so’. It wasn’t the foundryman’s fault. 
He was lead to believe that he was 
getting all the permanent dustproof 
qualities of HYGEIA Seacoal. He 
thought he was getting a bargain, but 
learned, as have you and I, that a bar- 
gain which sacrifices quality doesn’t 


pay off. 


IN WHICH TO 


WORK. OBTAIN THE FOLLOWING POSITIVE ADVANTAGES: 


1Permanently dust-free 


2 Cleaner handling 
3 Less material lost 


4 Improved flowability 
5 Easier blending 
6 More economical 


Buy the Best—Buy HYGEIA! 


We Invite Comparison! 


PENN-RILLTON COMPANY 


324 West 23rd Street, New York 11, New York 
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include: 


Foundry Engineering 
Survey of Facilities 


Architectural 
Engineering 


Construction 
Management 









Modernization 
Mechanization 
Materials Handling 
Production Control 
Cost Control 
Industrial Engineering 
Wage Incentives 
Organization 


Management 
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Knight’s Broad Experience in the 
Foundry Industry Will Help Increase 


Your Production... 7d. Reduce Codg! 


More than 350 successful assignments —in foundries of every size—have given 


a 


Knight Engineers a practical working experience with all types of castings 
grey iron, steel, malleable, brass, bronze, armor, and allied products. } 

The increasing complexity of modern industrial development makes it essen- 
tial to use the services of trained and experienced engineers to solve specific 
problems. A broad general knowledge is no longer enough. That’s why more 
than 350 foundries have used Knight's organization and specialized engineering 


skills to solve their problems. } 


Whatever your foundry problem, you will benefit from Knight 
experience. Write, telephone, or wire for prompt attention. 


lester B. Knight & Associates, Inc. 





Management, Industial and Archilechnral Engineers 
MEMBER OF THE ASSOCIATION OF CONSULTING MANAGEMENT ENGINEERS, INC, 
600 W. Jackson Bivd., Chicago 6 * 917 Fifteenth St., N.W., Washington, D.C. 
Lester B. Knight & Associates, 50 Church St., New York City 7 
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This FERROCARBO patented 


riquette disperses completely 








































/ 
} 
, 43 SEC. 50 SEC. | 57.5 SEC. 
Here’s dramatic proof, in actual film sequences, that FERROCARBO Briquettes 
are truly effective in deoxidizing cupola iron. Rapid, controlled disintegration 
of FERROCARBO Briquettes is complete in the melting zone. 100% dispersion | PHONE OR WRITE THE 
of the briquette throughout the metal means a thorough reaction in the cup- | FERROCARBO DISTRIBUTOR 
ola. You can’t match FERROCARBO Briquettes for uniform cupola operation 
. for castings that are cleaner, more uniform, easier to machine. No wonder | NEAREST YOU 
nearly 600 leading foundries are deoxidizing their cast and malleable iron | 
with FERROCARBO Briquettes! | 
KERCHNER, MARSHALL & CO. 
. | | PITTSBURGH e Cleveland e Buffalo 
| Philadelphia e Birmingham e Los Angeles 
| MILLER & COMPANY 
; I CHICAGO e Sr. Louis e Cincinnati 
TRADE MARK | WILLIAMS & WILSON 
ed Briquettes | TORONTO e Montreal e Windsor 
| “Carborundum” and “Ferrocarbo” are trademarks which 
| are registered in the U. S. by The Carborundum Company, 
Niagara Falls, New York, and in Canada by Canadian 
| Carborundum Company, Ltd., Niagara Falls, Ontario. 
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Type D ROTO-CLONE combines 


design and mass production economies to make 


it the lowest priced dust collector in its class. 


Why is ROTO-CLONE priced so low? Manufactur- 
ing experience with 20,000 Type D ROTO-CLONES 
has introduced production economies reflected in low 
cost to you—the lowest cost of any collector in its 
class. By class we mean units of 1,500 to 15,000 cfm 
capacity designed for handling dry, granular dust. 


Why are space requirements less? ROTO- 
CLONE* provides everything you need, except duct 
connections, in one complete, shop assembled package 
— high efficiency collector, exhauster, motor, drive and 
dust storage hopper. This compactness makes its re- 
location easy and economical with change in process, 
plant layout or production equipment. 


Why is performance outstanding? ROTO- 
CLONE’S collection efficiency is constant regardless 
of exhaust volumes handled. Its cast-iron housing, 
cold-rolled steel blades, taper-lock hub and heavy-duty, 
antifriction bearings assure long, maintenance-free 
service. 

For complete product information, call your local 
AAF representative or write direct for Bulletin 272. 





20,000 INSTALLATIONS 


Lower Cost to You! 


COMPANY, 








*ROTO-CLONE is the trade-mark (Reg. 
U.S. Pat. Off.) of the American Air Filter 
Company, Inc., for various dust collectors 
of the dynamic precipitator and bhydro- 
Static precipitator types. 


INC. 


266 Central Avenue, Louisville 8, Kentucky 


American Air Filter of Canada, Ltd., Montreal, P. Q. 

























. ‘ ‘i. steps up 
/ i, MARA production 
General view of Molders’ Ml ‘ ss 
ccton wit hd og, rr | and profits 


Sand Plant in background. 












Pouring and Shakeout end 

;' . of Mold Storage Lines. Sand 

Installation of Castings Con- is collected on Belt Conveyor 

veyor with double-beaded # in tunnel and returned to 
flights. be Sand Plant. 








When You Mechanize, Do it the Jeffrey Way! 





Foundry mechanizations since the war have Jeffrey's Modernization Service will help mech- 
increased worker-production up to 20% accord- —anize your sand handling, reclaiming, mixing, 
ing to government figures. Much of this im- preparing and distributing systems; ventilating 
provement came through minimizing manual and dust-arresting equipment; mold, casting, 
movement. flask, coke, pig iron, scrap and _ limestone- 
handling equipment; conveyors and reduction 
Jeffrey’s engineers are constantly developing — machinery. 
new ways to speed production and cut costs — 


and Jeffrey plants are producing the equipment. Write for Catalog No. 845 


ESTABLISHED 1877 


niitiaiediie © 00. 


Columbus 16, Ohio 


sales offices and distributors _ 
in principal cities 0 
PLANTS IN CANADA, ENGLAND, SOUTH AFRICA 





IF IT’S MINED, PROCESSED OR MOVED — 
. ITS A JOB FOR JEFFREY! 











February 1954 39 


VORY 









e discussion speeds ray 


W hen you must have special grinding wheels 
quickly for that unusual job, there are six Ster- 
ling men ready to break production records to 
hustle it through for you. Six minds work faster 
than one in preparing unusual wheel specifi- 
cations. That’s one of many reasons why Ster- 
ling turns out abrasive units so rapidly. 
Definite results from a grinding wheel are 
something more than simply mixing proportions 
of abrasive grains, bonds and other materials. 
Experience has a lot to do with it — years ata 
grinding machine, in our laboratory, as an abra- 
sive engineer or ceramic technician. These are 
the extras you get when you specify Sterling . . . 
the combined knowledge that speedily creates 


? nm. 
<The 


the tailor-made wheel for your job, and only 
your job! 

In spite of their quicker production and better 
grinding abilities, your Sterling Grinding Wheels 
cost no more than ordinary units. This is because 
industry is using more and more of them. 

Would you care to see our technical group 
speeding unusual grinding wheel ideas into the 
plant? Drop us a line today and one of our en- 
gineers will quickly arrive to determine the basic 
formula for your special wheels. Then, come to 
our plant as our guest. See how special appli- 
cations are created faster to make your Sterling 
Grinding Wheels better than all others. You're 
welcome always! 


tHE STERLIN 


THE 





CLEVELAN FQ 


TIFFIN, OHIG. 
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Ask today for your set of these 
Sterling folders. They provide 
important information on all 
types of grinding, suggest 
proper wheels to use on all 
not-so-special jobs. 


ABRASIVES bpivision 


NOQUARRIE S COMPAN Y 


BRANCHES, CHICAGO=—-CLEVELAND = DE 
Y"ISTRIBUTORS IN ALL PRINCIPAL 
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* simple « compact « direct drive 


If you’ve never considered the advantages 
of Fuller Rotary Compressors and Vacuum 
Pumps, now is the time to do so. 

Fuller Rotaries have many unique and 
beneficial advantages for you. For instance, 
they can be placed almost anywhere out 
of the way, because their vibrationless, 
rotary action permits, for example, balcony 
installation. Because they operate by direct 
drive, you eliminate the initial and main- 
tenance costs, as well as transmission losses 


* walveless « vibrationless * pulseless 


incident to gear and belt drives. Mainte- 
nance costs are kept to a minimum. 


Because Fuller Rotaries compress with- 
out reciprocating pistons, you get a non- 
pulsating air stream. They are extremely 
compact for the volume delivered; sizes to 
deliver up to 3300 cfm. free air, for pres- 
sures from atmosphere to 125 psig. Write 
today to the Fuller Company, Catasauqua, 
Pa. for literature and engineering data. 





Fuller Pioneers of high efficiency vane-type rotary compressors 


FULLER COMPANY 
Catasauqua, Pa. : C-230 


Branch Offices: Chicago @ San Francisco ® Los Angeles ® Seattle © Birmingham 1862 
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G COST 
PER MELT 


Here’s the surest, most painless way we know to cut fuel 
and maintenance costs of nonferrous furnaces. You use one- 
piece CARBOFRAX® silicon carbide rings — they can be lifted 
and put in by hand — and back these up with castable 
ALFRAX® aluminum oxide cement. A complete lining takes 
only a couple of hours to install. 

By combining these refractories, you get a highly efficient 
lining that usually Jasts 1% to 2 years. The silicon carbide 
rings do not soften, and go month after month with little or 
no patching. They give real “armor-plate” protection. 

The castable cement, being made of thousands of tiny 
alumina “bubbles”, is one of the best insulating refractories 
for high temperature work. As a result, the furnace has low 
heat capacity and heats quickly and uniformly. It is not 
uncommon to get one or two extra heats per day, and at 
the same time make substantial fuel savings per pound of 
metal melted. 

May we send recommendations for your particular type of 
furnace? We make lining materials to fit every need—rings, 
ring segments, and cements. We can furnish design draw- 
ings and other helpful information if you will send just a 
brief outline of your operating conditions. No obligation, 
of course. Address: Dept. A-24, Refractories Division, The 
Carborundum Co., Perth Amboy, N. J. 


“CARBOFRAX” CEMENT +30 
FURNACE SHELL 
“ALFRAX” CEMENT 427 


CARDBOARD OR SHEET 
ASBESTOS SEPARATOR 





“CARBOFRAX” LINING 





“CARBOFRAX” CEMENT +30 
FIRECLAY 


Here’s a typical ring/cement lining. The CARBOFRAX ring lining is 
only 12” thick — hence there’s more space for insulation, better 
protection against heat loss. * Castable ALFRAX cement #27 is used 
to back up the rings. (It’s easy to install — just mix with water and 
handle like Portland cement.) * CARBOFRAX cement #30 is highly 
resistant to wear. It protects those areas exposed to flame and 
mechanical abrasion. It is rammed in the bottom, and also used to 
top off the ALFRAX lining. 


— 


— 
— —. 
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Registered Trade Mark 











ive been saved by a 


DINGS "IN-LINE" 
MAGNET 


Roppen, destroyed conveyor belts are the usual 
result of trying to separate long iron rods from 
belt burdens with ordinary suspended tramp iron 














magnets. 
Dings new “IN-LINE” Suspended Self-Cleaning 
Magnet eliminates this risk. Its self cleaning belt t 
moves in the same direction as the conveyor over ‘ 
This is how the Dings “IN-LINE” which it is suspended. The “IN-LINE” picks up f 
operates over belt conveyors. Mag- and discharges tramp iron in the direction of f 
netics are picked up and discharged ; . i 
in the same direction as the material material flow. : f 
sist naalaonning aah” desig id You can see the difference this makes — the ‘ 
against magnet while trailing edge f eee s , ( 
gouges belt. Dings “IN-LINE” RM leading end of a rod can’t jam up against the mag- ; | 
Magnet is widely used over vibrat- net face while the trailing end digs into and rips 
ing pan conveyors. r 
the belt. 
The “IN-LINE” is a self-cleaning version of the t 
. .. the most complete line of electric and non-electric, Dings RM rectangular magnet—the most efficient 4 
permanent, Alnico Magnets and Magnetic Separa- ever designed for removing tramp iron from con- 
tors is available from Dings for the protection sae taka teal amen: ; ; o 
f : : d d - veyor belt burdens. Available in standard sizes to 
of your processing equipment and product. v 


Learn about the application of magnets in meet almost any belt speed, width or burden char- 


industry . . . send for a copy of Catalog ee acteristic requirements. Write today for a copy of 
C-5000-B. a the new Dings RM Catalog, 1315-A. A note on 
“te your letterhead will do. 


DINGS MAGNETIC SEPARATOR COMPANY 








4708 West Electric Avenue ¢ Milwaukee 46, Wisconsin 
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Fast drying is a big story, but it is not 
the whole story! When this core comes 





out of the dryer, it is cool, dry, and 
ready to go right to the molder. This 
means cores can be made only as they're 


\ needed. In many foundries hundreds 
‘ of square feet of valuable floor space 
’ can be converted from core storage to 
productive area, by changing to Found- 


romatic core dryers. 

And in addition, they give you 
these benefits: 
® Complete elimination of overbaking 
or burning of cores — even cores 
with thin sections. 












DRY 
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Core measures 10 
inches in diameter, 3 
inches high, 2 inches 
thick at base. 





OLD TIME=70 minutes iz conventional oven 


NOW=$6 minutes iv dielectric dryer 


® Good core finish. 
@ Easy shakeout. 
®@ Fuel savings up to 60%. 


IMPROVED DESIGN 


Now, new higher capacity, new com- 
pact design makes the latest Foundro- 
matic core dryer a better investment 
than ever. Core drying capacity is in- 
creased as much as 4 (in the 25-kw 
$1Ze) 

Call your nearby A-C district office 
for complete specifications. Or write 
Allis-Chalmers, Milwaukee 1, Wis. 


Foundromatic is an Allis-Chalmers trademark. 






— ; A-4097 


ALLIS-CHALMER 



























FOUNDROMATIC 
SAND CORE DRYER 


QUESTIONS and 
ANSWERS 


About Dielectric 
Sand Core Drying 


1. What dollar savings 
can I expect with the 
Foundromatic core 
dryer? 

Savings estimates of 
55% to 70% have been 
reported. 

2. Can metal dryers be 
used? 

Yes, metal dryers can 
now be used with no 
loss of production in 
specific applications. 

3. Is auxiliary heat 
needed to cure cores 
on metal plates? 

No! By providing an 
insulating or non-metal- 
lic material between the 
core and the metal plate, 
cores may be cured with- 
out auxiliary heat. 

4. How large a core 
can be dried? 

Cores that will pass 
through an aperture 36 
inches wide and 13 
inches high can be dried. 
One foundry is drying 
a core weighing 950 
pounds in the Foundro- 
matic dryer. 

5. Fuel savings of 60% 
are mentioned. How is 
this possible? 

The dielectric heater de- 
livers no power unless 
there is actually material 
between the electrodes. 
This means all the heat 
goes into the core. This 
makes for comfortable 
working conditions, too. 








| Allis-Chalmers | 
Milwaukee 1, Wisconsin ' 
/ Please send me specifications on 
] the improved Foundromatic sand | 
core dryer. | 
| Name ae 7 
| rua | 
j Street ai ” | 
Ree ere State Acaoo7 | 
= ———t Sea GEE ETE SBIR oil 








Give gray iron the 


“TOUCH 


of GOL 


99 


with CRYSTOLON'’ wheels 


On your gray iron slow speed cleaning 
jobs you have lower production costs when 
you add the “Touch of Gold” with Norton 
CRYSTOLON vitrified wheels. Here you 
have the most effective combination of silicon 
carbide abrasive and vitrified bond for the 
most economical grinding of gray iron. 

it’s Grinding-Quality; That Counts 

The most reliable way to gauge a wheel’s 
value is by its grinding-quality}. Continuous 
research and testing by Norton has revealed 
a lot about the grinding quality of wheels. 
For example, the following table shows how 
CRYSTOLON vitrified wheels compared 
with competitive wheels of the same type 
when laboratory tested on the same gray 


iron application. 


Wheel Grinding-Quality; 
Norton CRYSTOLON 10.0 
Competitive Wheel A 8.6 
Competitive Wheel B 7.0 
Competitive Wheel C 7.9 


The superior grinding-quality} of Norton 
vitrified wheels, as shown in this test, means 


real savings in your cleaning room. It assures 


you increased wheel life for a given rate of 


cut or better cut for equal wheel life or a 
favorable combination of both. 

tA factor which takes into consideration 
both wheel and labor costs. It is directly pro- 
portional to grinding costs when the right 
grade of wheel as selected. 


And remember: for every rough grinding 
job there’s a Norton wheel that will cut your 
work and expense. That goes for every kind 
of metal, every type of equipment, and all 
grinding pressures, contact areas and speeds. 


See Your Norton Distributor 


Besides his own long, practical experience 
in grinding applications, he can always call 
on a Norton Abrasive Engineer for special 
consultation. And both these members of the 
Norton family are backed by the pioneering 
and leadership of the world’s largest manu- 
facturer of abrasives. Ask for the booklet 
“Rough Grinding” — 54 pages of money- 
saving tips on your jobs. Or write us direct, 
Norton Company, Worcester 6, Mass. Dis- 
tributors in all principal cities, listed under 
“Grinding Wheels” in your telephone direc- 
tory yellow pages. Export: Norton Behr- 
Manning Overseas Incorporated, Worcester 
6, Massachusetts. 


NORTON 


ABRASIVES 


W-1523 


dklaking better products... 
to make other products better 


*Trade-Mark Reg. U. S. Pat. Off. and Foreign Countries 
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ADDING VALUE. Norton crystToLon wheels grind 
off excess metal at just the right rate to assure the 
money-saving, product-improving ‘Touch of Gold” 


in gray iron grinding. 


i 
% 
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FOR... 





MORE PERFECT 
CASTINGS... 





LOWER CLEANING 
ROOM COSTS... 





LESS SCRAP 
IN MACHINING 





MANUFACTURERS OF SCIENTIFICALLY CONTROLLED FOUNDRY PRODUCTS 
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IMPORTANT REASONS WHY MORE 
FOUNDRIES USE DELTA CORE AND MOLD 
WASHES TO SPEED PRODUCTION AND 
REDUCE COSTS 


DELTA CORE AND MOLD WASHES 
“Anchor” themselves by penetrating from 
4 to 7 grains deep into the sand. This bond 
between the wash and the sand . . . an ex- 
clusive DELTA feature .. . produces an ex- 
pansion-resisting coating essential to the 
production of finer finished castings. 


The dry compression strength increases with 
each degree rise in temperature up to 500°F 
when the hot compression strength takes 
over. The bot compression strength in- 
creases with each degree of temperature rise 
up to 2900°F. The ultimate hot compression 
strength of the wash is over 1000 Ib. p.s.i. 


There is no gas leakage through Delta Core 
and Mold washed surfaces. Gases produced 
by decomposition of organic binders in the 
core sand cannot leak through Delta Core 
and Mold washed surfaces to contact the 
molten metal. Only DELTA CORE AND 
MOLD WASHES provide this unique and 
all-important insurance against defective 
castings resulting from gas leakage. 


Working samples and complete literature 
on Delta Foundry Products will be sent 
to you on request for test purposes in 
your own foundry. 


DELTA OIL PRODUCTS CO. MILWAUKEE 9, 


WISCONSIN 
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at hig fingertips... 


OVERHEAD CRANES 










OVERHEAD TRAVEL 


Complete Area Coverage 









a 


TREE 


3 


Boe 
\ PRECISION SPOTTING 


Accurate placement of load 





LIFTING POWER 


One to 450 tons 


positive control for all load movements 


High up in his cab, the operator of a Whiting Traveling Crane 
guides his brawny, powerful giant just by moving his finger- 
tips. Whiting Magnetic Controls give the operator positive 
and precise control of all movements, making it easy to lift, 
move and “spot” each load quickly and accurately. Improved 
crane operation like this increases the productivity of the 
whole plant...and that’s why Whiting Cranes are selected 
to handle the big jobs—loads up to 450 tons. In industry after 
industry, Whiting’s engineering skill and 70 years of experi- 
ence show the way to solve important handling problems. 
Write for complete facts, today! 


WHITING CORPORATION 


15607 Lathrop Avenue, Harvey, Illinois 
Sales Offices and Distributors In All Principal Cities 


Operator has unobstructed view of the plant floor 
and the hoist. Whiting’s Full Vision Cab and 
compact Magnetic Controls make this possible. 


Whiting Serves All Industry 





Electric The Whiting Trambeam Overhead 
Chain Hoists Trackmobile Handling Systems 


Whiting Corporation also manufactures Railroad, Foundry and Aviation 
Equipment; Swenson Equipment for the Chemical Process Industries 
and Metal-Working Machinery. 
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youre now 
-hand-ramming cores because... 





Your core sand mixtures cannot be blown in conventional 
core blowers. 


Moisture content and green bond strength are too high for 
conventional core blowers. 


Your cores are too intricate for conventional core blowers. 
Your core runs.are too short —too much time wasted 
changing sand magazines and otherwise adjusting con- 


ventional core blowers. 


Your core boxes are made of wood or are otherwise un- 
suited for conventional core blowers. 


Core box wear would be excessive in conventional core 


blowers — core box maintenance prohibitive. 


it) ee 


and learn how you can BLOW the: 








(below) Model 40-P1-LPP for blowing 
cores weighing ounces to 40 Ibs. each. 
(right) Model 250P-LPP for blowing 
cores weighing 5 to 250 lbs. each. 
Both models have automatic controls, 
“*PULSATOR" for blowing wooden core 
boxes safely, ‘‘LPP'’ for minimizing core 
box wear. Other models available with 
choice of automatic controls. 





PATENTED 


ONLY SAN-BLO HAS “MECHANICAL-AERATING ACTION” 
to eliminate “piping” and ‘‘dead spots” in the sand magazine 











Motor-driven plows for moving Aerating air circuit to fluff-up 
sand to the blow holes. sand moving to blow holes. 


r ition on the SAN-BLO 


heW same mixtures, cores and boxes 





| 7%e FEDERAL FOUNDRY SUPPLY Zomsang 


4600 EAST 71st STREET, CLEVELAND 5, OHIO 
CHATTANOOGA LOS ANGELES 
CHICAGO MILWAUKEE 
DETROIT ~NEW YORK 


EUROPEAN REPRESENTATIVE: SA. PH. BONVILLAIN & E. RONCERAY 
Rue Paul-Carle a Choisy-Le-Roi, Seine, France 
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T AFFECTED 
- BY MOISTURE 


BY MOISTI 
WILL NOT ERODE 
ECONOMICAL! 


© Accurate and uniform. © Strong, will stand the 
© Completely free of gas. roughest handling. 
© Non-spalling. © Do not contaminate scrap. 


FREE TEST SAMPLES OF 
STANDARD SIZES ON REQUEST 


Samples made to your own 
specifications at moderate cost. 


WRITE FOR BULLETIN 532 


AMERICAN LAVA CORPORATION 


A SUBSIDIARY OF MINNESOTA MINING AND MANUFACTURING CO. 
CHATTANOOGA 5, TENNESSEE 


REPRESENTATIVES: 


M. A. BELL CO., 217 Lombard St., St. Louis, Mo. * 3201 Sherman St., 
Houston, Texas * 3430 Brighton Blvd., Denver, Colo. * CANADIAN FOUN- 
DRY SUPPLIES & EQUIPMENT LTD., 4295 Richelieu St., Montreal 30, Quebec 
* 49 Main St., Toronto 14, Ontario * FIRE BRICK ENGINEERS CO., 2400 
S. 43rd St., Milwaukee 1, Wis. * E. J. WOODISON CO., 7415 St. Aubin 
Ave., Detroit 11, Mich. * 146 Chandler St., Buffalo 7, N. Y. * FRED H. 
McGEE, 120% E. 7th St., Chattanooga, Tenn. * SMITH-SHARPE CO., 117 
27th Ave., los Angeles 58, Calif. * INDIANA PRODUCTS CO., 400 Union 
Bank Bidg., Kokomo, Ind. * HOFFMAN FOUNDRY SUPPLY CO., 1193 Main 
Ave., Cleveland, Ohio * EASTERN FOUNDRY SUPPLIES, INC., 109 Freling- 
huysen Ave., Newark 5, N. J. * FOREMOST FOUNDRY SUPPLY CO., 645 N. 
Pine Ave., Chicago, Ill. * SPRINGFIELD FACING CO., N. Chicopee St., 
Willimansett, Mass. 
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STRAINER CORES 
14 standard sizes in stock for immediate 
shipment. Special AlSiMag cores can be 


produced at low cost. More economical 
than shop made sand cores! 

















CUT-OFF CORES 


Form an easily separated joint between 
riser and casting. This enables the riser 
to be broken off after shake out, eliminat- 
ing cut off time. 





GATE TUBES 


Metal flows through a smooth ceramic tunnel 
gate, assuring slag-free, sand-free castings. Eco- 
nomical to use where better castings are desired. 


ip fejitc), b 


For conveying molten metal — often great time- 
savers. Outline requirements and let us submit 
recommendations. 


PRECISION CORES 
Used mostly in lost wax casting process. Made to 
close tolerances. An economical and accurate 
method of forming holes, threads, etc. 
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How to charge a brass melting 
furnace with 1000 lbs. per minute 


Three LINK-BELT Oscillating 
Conveyors at Scovill Mig. Co. feed 
industry’s largest brass furnaces 


_ 5000 pounds of any material in five min- 
utes is a difficult assignment. And it’s even 


tougher when the charge consists of various types of 
brass furnace charges — compressed bales, cut rods, 
rough extrusion stumps, coarse machine cuttings, 
copper and zinc slabs and pigs. 

In cooperation with the engineers of Scovill Mfg. 
Co., Waterbury, Conn., Link-Belt foundry specialists 





To cushion the effect of repetitive shock loading, Link-Belt Oscillating Con- 
veyors at Scovill are driven through Link-Belt Electro-fluid Drives. Rugged fice, New York 
tofsion-mount design operates at low frequency, requires only infrequent servic 


ing, assures long life. 
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The three Link-Belt Oscil- 
lating Conveyors, each 
charging a 10,000 Ib. per 
hr. capacity melting fur- 
mace, are seen here in a 
line. Scovill feeds 5000 Ibs. 
of material to each furnace 
in five minute cycles every 


half hour. 














worked out the answer. Now Scovill charges three 
melting furnaces with Link-Belt Oscillating Conveyors. 
The rugged, all-metal troughs handle sharp, jagged, 
heavy materials with virtually no wear . provide 
uniform flow regardless of surges. 

These versatile conveyors are also widely used in 
foundries to separate sand and castings. The feed end 
section has a perforated plate bottom to act as a shake- 
out, and the discharge section is utilized for spruing 
and sorting the castings. 

Whenever you have a handling or sand preparation 
problem — large or small — you'll find it pays to call 
your nearby Link-Belt office. Our foundry engineers 
will work with you and your consultants — help you 
get the finest in mechanized facilities. 





CONVEYORS AND 
PREPARATION EQUIPMENT 


LINK-BELT COMPANY: Executive Offices, 307 N. Michigan Ave., 
Chicago 1. To Serve Industry There Are Link-Belt Plants and 
Sales Offices in All Principal Cities. Export Of- 
7; Canada, Scarboro (Toronto 
13); Australia, Marrickville, N.S.W.; South Africa, 
Springs. Representatives Throughout the World. 














when you need FLASK! 





Special four-part ‘‘POP-OFF'’ flask, 
32” high, 14” x 14” at center joint 
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‘ ... youre better off 
with POP-OFF” 


MINES G@ FLASKS 


| THE HINES FLASK CO. 


3431 WEST 140th STREET 
CLEVELAND 11, OHIO 





Standard aluminum ‘‘POP-OFF"’ flask, 
light in weight, extremely durable 
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CLEVELAND TRAMRAIL DIVISION 


ME CLEVELAND CRANE & ENGINEERING CO, 
3822 East 286th Street Wickliffe, Ohio 


“3 


Y CLEVELAND (25 TRAMRAIL 


OVERHEAD MATERIALS HANDLING EQUIPMENT _ 
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For Uniform, Low Cost, Hftictent blast Cleaning 


When you buy shot and grit, you buy a promise of 
uniform, low cost, eflicient blast cleaning or peening. 
Your confidence in the material ordered should be 
based on actual use, rather than recommendation or 
reputation. Its true value to you can only be determined 
by a thorough test in your equipment, on your job. 

To all outward appearances, most shot and grit may 
appear to be the same—but, that’s where the simi- 
larity ends. Where Hi-Grade Shot and Grit are con- 
cerned, you'll find there IS a difference ... a value 
far beyond purchase price that pays out in extra per- 
formance on your job. Hi-Grade Shot and Grit is 
quality-controlled from molten metal to finished 
product. Order a trial quantity today. Let results con- 
vince you Hi-Grade is best by test. That's the only 
practical and profitable way to buy abrasives. 

PACKED IN 100 LB. BAGS 
READY FOR IMMEDIATE SHIPMENT 


HI-GRADE SHOT 
UNIFORM SIZE 
AND HARDNESS 


Withstands repeated strain, 
stress and wear. Famous for 
its lack of hollows, tails, 
irregular shapes. Exclusive 
alloying and tempering 
process helps prevent rust; | 
minimizes impact fractures 


MORE THAN MEETS S.A.E. SPECIFICATIONS 
SCREENED AND GRADED FOR 100% USAGE 


HI-GRADE GRIT 
SHARP, TOUGH 
AND DURABLE 


Made of same material an 
processed by same methiod: 
as Hi-Grade Shot. Free 
from dust fines and scale 
Cleans with maximum eft) 
ciency. Easy on equipment 
reduces wear and mainte: 
nance costs, 


Clayton-Sherman Gus Gnpary 


MANUFACTURERS OF QUALITY-CONTROLLED SHOT AND GRIT 


Representatives in Principal Cities 


3896 LONYO ROAD x DETROIT 





MICHIGAN 
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NEW BAKER Yardloader’ 


TRADEMARK 


4000 LB. GAS FORK TRUCK 
COSTS ONLY ‘2985.00 















{ Yardloader “ 
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tails, 
‘lusive 
rust: | 
ctures. 
| Priced about 25% under any other gas trucks _ over large unimproved or semi-improyed areas. 
RIT — 3 ip ‘ we basntentonnajen nc — a. po" Heavy-duty industrial engine of proven make, 
4 ae ee cee eee Cree oe aero 4-speed transmission and extra-heavy drive axle 
E practically every company with yard-handling assure ample power for top performance under 
ial an problems. Travel speed approaching 14 miles any conditions. Hydraulic lift to 122 inches, 
ethod: per hour, large pneumatic tires, exceptionally automotive-type steer, convenient controls and 
, bat high ground clearance and oscillating trail axle _ excellent driver visibility are a few of the features 
m_ effi) make it the ideal truck for outdoor service contributing to safety and ease of operation. 
pment 
nainte: 
Get all the facts—and save up to *1000.00  Serceneememianiniahamemmeemmeaammanaandian 
zm on your next gas fork truck. | TO THE BAKER-RAULANG CO., 1223 West 80th St., Cleveland 2, Ohio 
| Send in this coupon today. Please send me information and specifications on the new 
| Baker EY-40 Yardloader which sells for only $2985.00. 
1 Nome Ls 
THE BAKER-RAULANG COMPANY | . 
1223 West 80th Street * Cleveland 2, Ohio —e 
Address___ 
The Baker-Lull Corporation © Subsidiary, Minneapolis, Minn. : City State 
& 


Materials Handling and Construction Equipment 
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600 TONS PER HOUR... 


. Yes—Homer permanent magnetic pulleys and Homer 
is q@ to \ 23 h te st=- cross belt magnetic separators are pacing Alcoa’s 
tough conyeying and automatic tramp iron removal 
jobs at their Mobile, Alabama plant. 

Lower photo shows Alcoa’s 42” x 36” Homer heavy 
duty permanent magnetic pulley installation, one of 
the world’s largest. This Homer pulley drives the 200’ 
long, 20% troughed slope conveyor, which travels 300 
feet per minute, moving bauxite ore at the rate of 600 
tons per hour. Slope on the conveyor is 3’ per 12’ 
length. This is one of nine Homer magnetic conveyor 
units installed in this plant. 


even for 









Like ALCOA — HOMER is interested in offering in- 
dustry only the finest. Homer permanent magnetic 
separators have proved their ability time after time 
to perform effectively and efficiently, far beyond nor- 
mal requirements. 

If you are planning to use automatic magnetic sepa- 
ration equipment, it will pay to get the facts on Homer 
Magnetic Separators . . . the separators designed and 
built to give years of profitable service under unusual 
and extreme conditions. Let HOMER help solve your 
tramp iron problems — write us today. The Homer 
Manufacturing Co., Inc., Dept. 150 , Lima, Ohio. 








Remember... with a HOMER... 


you are Certain! 
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All fine FANNER chaplets and chills are precision 
engineered and manufactured to tolerances of 
+ .002. Their many exclusive features of design, 
their accuracy of construction, their special metal 
formulas help tremendously in the production of 
better castings...at lower costs...with fewer 


ALABAMA 

Hill & Griffith Co. 

293! 7th Avenue, North 
Birmingham |, Alabama 


CALIFORNIA 

Barker Foundry Supply Co. 
2428 East 52nd Street 

Los Angeles, California 
Grant & Co. 

2144 East 7th 

Los Angeles, California 


Independent Fdry. Supply Co. 


6463 E. Canning Street 

Los Angeles 22, California 
Pacific Graphite Co., Inc. 
2522 Malt Avenue 

Los Angeles, California 
Snyder Foundry Supply Co. 
2444 E. 57th Street 

Los Angeles 58, California 
Pacific Graphite Co., Inc. 
40th and Linden Streets 
Oakland, California 

Snow & Galgiani 

533 Second Street 

San Francisco, California 
Federal Foundry Supply Co. 
Box 25, Vernon Station 

Los Angeles 58, California 


COLORADO 


M. A. Bell Co. 

3400 Brighton Blvd. 

Denver, Colorado 

Federal Foundry Supply Co. 
1523 !8th Street oe 
Denver, Colorado 


QUALITY OF PRODUCT 


combine 








¢ -----------=2------- 


and 


OF SERVICE 





QUALITY 


To assure customers quick, dependable, efficient 
service a network of fine FANNER representatives 
has been built up across the United States. Follow- 
ing are listed the many organizations serving the 


These fine FANNER REPRESENTATIVES are eager to be of service! 


ILLINOIS 

Hill & Griffith Co. 
4606 W. léth Street 
Chicago 50, Illinois 


Federal Foundry Supply Co. 


3536 S. Morgan Street 
Chicago 9, Illinois 
The S. Obermayer Co. 
2564 West |8th Street 
Chicago 8, Illinois 


INDIANA 

The John M. Glass Co 
18 S. New Jersey 
Indianapolis, Indiana 
Frederic B. Stevens, Inc. 


36 Shelby 
Indianapolis, Indiana 


MASSACHUSETTS 
Springfield Facing Co 
Williamansett,*Mass. 


MICHIGAN 

A. T. Wagner Co. 

2720 Wight 

Detroit, Michigan 
Frederick B. Stevens, Inc. 
1800 Eighteenth 

Detroit 16, Michigan 


Wolverine Fdry. Supply Co. 


3211 Belleview Avenue 
Detroit, Michigan 

E. J. Woodison Co. 
7415 S. Aubin 

Detroit, Michigan 


MINNESOTA 

E. R. Frost Co., Inc. 

1170 15th Avenue, S. E. 
Minneapolis 14, Minnesota 
Federal Foundry Supply Co. 
1150 S. Old Shakopee Road 
Minneapolis 20, Minnesota 


MISSOURI 

M. A. Bell Co. 

217 Lombard Street 

St. Louis 2, Missouri 

St. Louis Coke & Fdry. Supply Co 
1525 Sublette Avenue 

St. Louis 10, Missouri 


NEW YORK 

The E. J. Woodison Co 
146 Chandler 

Buffalo, New York 
Whitehead Bros. Co. 
324 W. 23rd Street 
New York Il, New York 
Frederick B. Stevens, Inc 
93 Stone Street 

Buffalo 12, New York 
M. L. Doelman 

66 Russell Avenue 
Buffalo, New York 


OHIO 

Buckeye Products Co. 

7020 Vine Street 

Cincinnati, Ohio 

Goehringer Fdry. Supply Co. 
919 West Fifth 

Cincinnati 3, Ohio 


OHIO—Cont'd 

Hill & Griffith Co. 

1262 State Avenue 
Cincinnati, Ohio 

Federal Foundry Supply Co. 
4600 East 7!st Street 
Cleveland 5, Ohio 

Galion Fdry. Specialties Co. 
131 W. Walnut Street 
Galion, Ohio 

Fenton Foundry Supply Co. 
134 Gilbert Avenue 

Dayton, Ohio 

The S. Obermayer Co. 

647 Evans Street 

Cincinnati 4, Ohio 

Hoffman Fdry. Suppiy Co. 
1193 Main Avenue 
Cleveland, Ohio 


OREGON 

LeGrand Indust. Supply Co 
15 S. W. Arthur 

Portland, Oregon 


PENNSYLVANIA 

George F. Pettinos, Inc 
1206 Locust Street 
Philadelphia 7, Pennsylvania 
J. S. McCormick Co. 

25th Street & A. V. R. R. 
Pittsburgh 22, Pennsylvania 
The S. Obermayer Co. 

33rd & A. V. R. R. 
Pittsburgh |, Pennsylvania 
William E. Hoffman and Son 
102 West 35th Street 
Reading, Pennsylvania 


CHAPLETS and CHILLS 





losses — and they cost no more! In the great range 
of fine FANNER chaplets and chills will be the exact 
product to fit your needs. 


Write for our Chaplet and Chill Catalogs — they 
are the authority in the industry. 


foundry field, now handling fine FANNER products. 
Call on them for any of your regular or emergency 
needs — they are as close to you as your telephone 
and can help you. 


RHODE ISLAND 
Whitehead Bros. Co. 

17 Exchange Place 
Providence, Rhode Island 


TENNESSEE 

Foundries Supply Co. 

120 E. 7th Street 
Chattanooga 2, Tennessee 
Fred H. McGee 

120'/, E. 7th Street 
Chattanooga 2, Tennessee 


TEXAS 

M. A. Bell Co. 
3201 Sherman 
Houston, Texas 
Hill & Griffith Co. 
1302 Nance Street 
Houston 10, Texas 


UTAH 

Utah Foundry Supply 
529 West 6th South 
Salt Lake City, Utah 


VIRGINIA 

Federal Foundry Supply Co. 
1717 Summit Avenue 
Richmond 21, Virginia 


WISCONSIN 


Fire Brick Engineers Co. 
2400 South 43rd Street 
Milwaukee |, Wisconsin 





THE FANNER MANUFACTURING COMPANY 


designers and manufacturers of FINE FANNER CHAPLETS AND CHILLS 
CLEVELAND 9, OHIO 


BROOKSIDE PARK 


Manhattan Cut-Off Wheels—More use per dollar 
per dollar 


ner dollar 


Manhattan ‘ m= wee use per dollar 


Manhattan Cut-Off W $ = 7 use per dollar 


REINFORCED FOR FOUNDRY CUT-OFF... Manhattan Reinforced Cut-Off Wheels are 
specially designed to perform under conditions of side-strain far beyond the 
limits of ordinary cut-off wheels ... to perform safely and dependably under 
the toughest operating conditions. The result — more and faster work . . . with 


safety ... at real savings to the foundry owner. 


Try Manhattan Reinforced Foundry Cut-Off Wheels and note how their special | 
lateral reintorcement gives you MORE USE PER DOLLAR. You will also find similar 


engineering features built into other Manhattan abrasive and diamond wheels. 
& & 


WRITE TO ABRASIVE WHEEL DEPARTMENT 


MANHATTAN RUBBER DIVISION — PASSAIC, NEW JERSEY 


RAYBESTOS-MANHATTAN, INC. 


Flat Belts V-Belts Conveyor Belts Roll Covering Tank Lining Abrasive Wheels 


Other R/M products include: Industrial Rubber ¢ Fan Belts ¢ Radiator Hose ¢ Brake Linings ¢ Brake Blocks © Clutch Facings 
Asbestos Textiles © Teflon Products ¢ Packings ¢ Sintered Metal Parts ¢ Bowling Balls 
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Where Time is Vital ! 
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These and three other Allis-Chalmers motor-blower combina- 
tions supply air to all the cupolas at Ford’s new Cleveland 
foundry. Each blower is rated 14,750 cfm at 3 psig. The drives 
are 250 hp, 3600 rpm, totally enclosed fan-cooled cage motors. 
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ZLOrL CHOOSES ‘QUICK- MAINTENANCE’ BLOWERS AND TEFC MOTORS 


A’ ER LONG AND SUCCESSFUL EX- 
PERIENCE with Allis-Chalmers 
centrifugal blowers at other plants, the 
Ford Motor Company naturally chose 
the same make for their tine new Cleve- 
land foundry, one of the world’s largest. 

Ford ordered the finest...six single 
Stage centrifugal blowers with Quick- 
Change rotating assemblies. And for 
drives, again Ford ordered the finest . . . 
six Allis-Chalmers tube type, totally 
enclosed fan-cooled motors to withstand 
any possible air contamination, 

Time is exceedingly vital when the 
manifold operations of a huge manu- 


Tacturer must coordinate precisely anes 
ie 


ee 


therefore reliability and speed of main- 
tenance must be beyond question. In 
this special blower design, removal otf 
spacer coupling allows the impeller, 
shaft, bearing and backplate to be r 

moved as a unit—greatly speeding any 
possible maintenance. Allis-Chalmers 
precision manufacture makes the six 
impeller assemblics—and those of five 
more blowers ordered at the same time 
for another Ford plant — completely 
interchangeable. 


Quality control also being vital, the 
blowers are equipped with constant air 
weight controls on the inlet guide vanes 
to deliver automatically a metered 
amount of air and insure uniform melts. 


For the full story on how your 
foundry also can secure such reliable, 
compact, accessible and precision air- 
moving equipment, call your nearest 
A-C office or write to Allis-Chalmers, 
Milwaukee 1, Wisconsin. Ask for Bul- 
letin 16B6048B. A-4000 


are Allis-Chalmers trademarks. 





Foundry Equipment for 


‘ Bees > 
Bigger Output — Better oy — 
e o,@ g i 
Working Conditions ! Foundromatic Motors-Drives Foundromatic 
Shakeouts Control Core Dryer 
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Republic Steel 
Flasks, Boxes, Skids, Pallets 


For Efficiency in 


wo 
















Molding 



























REPUBLIC STEEL FOUNDRY FLASKS speed efficiency through ease of 
operation, ease of handling and through long, trouble-free service. 
Republic Flasks are designed and built to meet the needs of the indi- 





vidual job. Each cope, cheek and drag is welded into one integral piece 


CH-40 of steel, ribbed and flanged to provide strength and rigidity. 
Crane Handling Flask 


REPUBLIC STEEL BOXES, SKIDS AND PALLETS keep production lines 
running smoothly, help speed movement of materials after molding, 
conserve storage space, produce savings in all phases of materials han- 
dling. Republic Boxes, Skids and Pallets can be made in a wide range 
of sizes to meet the requirements of the individual job. Republic Boxes, 


OM-1 Skids and Pallets can be used in combination with power lift-trucks, 
Light Weight Flask 





cranes and hand-operated units. 


Republic Engineers are available for consultation on materials handling 
and flask problems. There is no cost or obligation for this service. 0) 





REPUBLIC STEEL CORPORATION 


’ ee SH 

aces ‘ od ais Pressed Steel Division . 

ouble-face Steel Palle F ras} 
6208 Truscon Avenue, Cleveland 27, Ohio i 

GENERAL OFFICES e CLEVELAND 1, OHIO Con 

Export Department: Chrysler Building, New York 17, New York leat 

F rep: 
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Power-Packed for Profit... 


SHOT OR GRIT... that’s Malleabrasive. Malleab- abrasive purchases. Don’t take our word for it. Prove 
rasive is scientifically heat-treated and laboratory it to yourself. Next time you buy blast cleaning ab- 
controlled to clean better, faster, and last longer. Mal- _rasive, specify Malleabrasive from Pangborn Corp- 
leabrasive cleans cheaper because you save on parts oration, 1400 Pangborn Blvd., Hagerstown, Md. 

repair and down-time . . . because its long life cuts 


| Pangborn 


DISTRIBUTORS FOR —— 


ime vs,tunsauee  ‘Dangborn BLAST CLEANS CHEAPER 


with the right equipment for every job 


Look to Pangborn for the right abrasive 
for every blast cleaning job. 
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At Dodge Steel Company plant in Philadelphia, 
_ Electromax controllers are conveniently mounted 
in narrow aisles between core ovens. 




















FOR DODGE STEEL CO’S 
ELECTROMAX CONTROLLERS | 


Over 5 years ago, Dodge Steel Co. put Electromax 
controllers on their core ovens. Since then... 
thanks to the dependable, maintenance-free oper- 
ation of these controllers . .. not a core has been} 
rejected because of off-temperature baking. The | 
result . . . reduced operating costs and increased production. 





Even under 24 hour operation and daily exposure to high ambient 


Wi a] y 7ens » “lec = a j i 
ith drying ovens under Electro temperatures, dust, dirt and vibration, oven temperatures are 
max control, danger of either wet or 


ot age 

burnt cores is practically eliminated. always within +5 F. 

Cores, above, come out of the oven During the entire period, Electromax has required no mainte- 

clean and thoroughly dry. nance... is still assuring the right temperature for each bake. 
Electromax may be the inexpensive, electronic controller you ve 


been looking for. Applied to either fuel-fired or electric furnaces, | 

it controls temperatures up to 1000 F. 
For full details, contact any of our branch offices or write directly 

to 4917 Stenton Ave., Philadelphia 44, Pa. | 


NORTHRUP 


automatic controls ¢ furnaces 
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AQUA-SET 


) Cores made with Aqua-set have produced some 
of the finest castings ever poured in Aluminum and 
Magnesium. Aircraft castings that require strength, 
dimensional accuracy, and perpetual uniformity have 
been made with the help of Aqua-set for years on 
end, and now in other fields, it is proving a first aid 

\ in dealing with problem castings. Nothing will bake 

faster or leave castings cleaner at the shake-out. 
Aqua-set can be the most useful tool in your core 
room. Write us for a full description. 


| UNILEASE 


aud now Unilease makes its bow as a top quality 

release agent. Sand mixes that tend to stick in the 

core box can be brought to a clean working condition 

by adding only a small amount of Unilease. Good 

| results can be had if one part of Unilease ‘98’ is 
mixed with two parts of kerosene and as little as |/)‘ , 

| is added last in mixing. It fills a real need with resin 
binders. Sand and core boxes are kept clean and it 
leaves a beautiful shine on the blades of the sand 
mixer. Unilease is worth a trial order. You get a real 
release with Unilease. 
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..and for heavy, 
tough castings 
you'll want the BS&B 
Heavy Duty Flask—the 
only foundry flask combining 
all these features... 







PRODUCTION PATTERN AND FOUNDRY CO. 


Chicopee, Massachusetts 









1. Welding of bearing 
strips continuously, 
both inside and out. 


This grey iron, jobbing foundry in the busy New England 
area has been a BS&B customer for some eight years. That 
section of their plant pictured shows some of the BS&B 
Foundry Flasks which have been in service for over 5 
vears. The Production Pattern and Foundry Co. is just 
like any other foundry in one respect — they’re in business 
to make money. They know the best way to start is by 
keeping operating and maintenance costs to a minimum. 
They have found that BS&B Foundry Flasks not only 
insure good castings but that they’re practically mainte- 
nance-free as well... that in the long run they cost less 
to own and to use. 










2. Cast steel trunnions. 





3. Cast steel pinlugs and 
clamplugs. 










BS&B methods of corner 
forming of walls and_ bear- 
ings separately, plus welding 
bearings to walls, both inside 
and out, eliminates corner 
stresses, preventing the cor- 
ners from cracking and break- 


ing out. _ 
OUN Tn 









Write for FREE BS&B Foundry To resist corrosion 
Flask Handbook A handy catalog BS&B Flasks may be 
and useful foundryman’s “Bible”—in- coated with ZINCILATE 
cludes valuable information onfound- at a slight additional cost 
ry flasks and easy-to-order system. at time of fabrication. 

















OUR 60TH YEAR 
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Brack, Sivaiis s&s BrYSONn, INC. 
Foundry Flask Division, Dept. 7-AR 2 
7500 East 12th Street Kansas City 26, Missouri 
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MONSANTO’S RESINOX 736 RESIN 


How does shell molding cut costs? From their experience, Foster re- 
ports ... “partly from less hand and machine finishing than required 
with conventional casting methods; partly from faster rig-up time.” 

For the user, shell molding in practice delivers castings with surface 
finish superior to that of any similar casting made in a sand mold. This 





' Truer, cleaner castings produced from 

















pe] shell molds bonded with Resinox 736 means large savings on clean-up .. . in some cases a 100% reduction! 
resin resulted in over-all savings of 15% : : d ; , 
Fon this textile machine part, cast by Castings, too, are produced to closer tolerances, with good detail on 
Shell Process, Inc., Chicopee, Mass. for | intricate shapes and thin sections. 
the Foster Machine Co., Westfield, Mass. ~~ 
Savings up to 50% are being realized on In the foundry, shell molding usually increases productivity over 
other parts now being shell molded for : . i er ; 
cline other casting methods . . . permits a more compact, efficient operation 
... greater production per man hour with unskilled help. Other gains: 





increased metal yield, less sand handling, cleaning and grinding. 
Monsanto will be glad to tell you more about the cost-saving 
advantages of shell molding . . . and the particular advantages of 
Monsanto resins for the foundry. For example, where stiffer shells 
are a “must,” Resinox 736-A resin might be your answer. In addition 
to resins for shell molding, Monsanto produces phenolic and urea 
resins for core binding, and Lytron sand conditioner for conventional 


sand casting. For full information, mail the handy coupon today. 


Resinox, Lytron: Reg. U.S. Pat. O# 


oee37#eoeet 8; @ © © @ @ ®@ 


MONSANTO CHEMICAL COMPANY, 


* Plastics Division, Room 5702, ° 
e Springfield 2, Mass. ° 
* Please send me your booklet, “The Shell Molding Process.” x 
e Also, please send me information on: [] Monsanto resins for shell 
e molding: [) Monsanto resins for core binding: [] Monsanto Lytron . 
- sand Conditioner. e 
® NAME & TITLE . 
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THIS 1S A VENTED oil and sand core, 
50:1 ratio. We were troubled with chaplet 
penetration into this vent until we used 
Delco 38 which produced a core of neces- 
sary durability, eliminating the penetra- 
tion problem. (Vent hole is ¥e’’ below sur- 


face of core.) 





THIS LARGE AND HEAVY CORE must 
withstand extreme temperature and a metal 
thickness of 6 to 8 inches. Delco 38 per- 
formed as well with this 1000 Ibs. casting as 
in a small core. DELCO 38 BURNS OUT READILY 
AFTER CASTING, CREATES NO REMOVAL PROBLEM! 


*Our thanks to the Foundry Division of 
Columbiana Pump Co., Columbiana, Ohio 


Columbiana Pump’s Picture-Story 
Of Just How Cities Service Delco 38 
Core Oil Solved Problems For Them! 





Core for gas burner venturi. 


BOTH THESE CORES REPRESENTED A TOUGH PROBLEM because we were forced to use 
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rod and wire strengtheners with our previous core oil. 


Core for 2/2” x 15” burner 








When we switched to Delco 38, we were able to make our venturi casting (left) using wire: 


only in the smallest sections. When we used Delco 38 for our burner core (right), we were able 





to eliminate both wires and rods since Delco 38 itself had the required strength. WE ACTUALLY 


DOUBLED OUR PRODUCTION OF THESE BURNER CASTINGS! In addition, we saved the time required 


to place wires and rods in cores, and we saved the cost of these materials too! 





IN THIS CHAIN SHEAVE CASTING, it’s 
particularly important that the corners be 
sharp and tough so they won’t break or rub 
away. Delco 38 gives us a core with sharp 
corners which produce a perfect pocket in 


the sheave which carries the chain. 





DELCO 38 IS USED in this boiler section 
oil sand core and again NO RODS OR WIRE! 
ARE REQUIRED FOR REINFORCEMENT! Also 
Delco 38 gives off a minimum of gas whict 
is very desirable when making precisio 


smooth surface castings. 
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QUALITY PETROLEUM PRODUCTS 
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20 TON LECTROMELT FURNACES FICE 











Two 20-ton Lectromelt* Furnaces produce 
top quality steel for die blocks and forg- 
ings at A. Finkl & Sons, Inc., Chicago. 
Each furnace is pouring an average of 
13%3 tons above specified capacity. 
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required 


rated at 20 tons, Cueraging 334 tou 


in Finkl’s new melt shop! 


“They’re sturdy,’’ says Dave Hughes, Finkl’s Melt Downtime between heats is only 25 minutes. 
Shop Superintendent, “‘so we felt safe in boosting Your furnaces are the heart of your melting, 
the output of these two 20-ton Lectromelt Fur- smelting or reduction operation. They can be 
naces to as high as 40 tons. Our monthly average sturdy and dependable. Write for Bulletin No. 9 
has been 331% tons.” describing Lectromelt Furnace operation. The 

r_ section Finkl’s Lectromelt Furnaces top-charge in 6 Pittsburgh Lectromelt Furnace Corporation, 314 

OR WIRES minutes... pour heats in 3% to 4% hours. 32nd Street, Pittsburgh 30, Pennsylvania. 

iT! Also 

as which Manufactured in . . . CANADA: Lectromelt Furnaces of Canada, Lid., Toronto 2. . . ENGLAND: Birlec, Ltd., 

precisio Birmingham ... FRANCE: Stein et Roubaix, Paris . .. BELGIUM: S. A. Belge Stein et Roubaix, Bressoux-Liege 


..- SPAIN: General Electrica Espanola, Bilbao...ITALY: Forni Stein, Genoa. JAPAN: Daido Steel Co., Ltd., Nagoya TWENTY FIVE 


MOORE RAPID mi? 
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WHEN YOU MELT... 
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SITUATION UNDER CONTROL BY KEOKUK 
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CHIEF KEOKUK: “Little Chief 
fast learner. Easy to get up on horse 
What's hard is coming down!" 
PRINCESS WENATCHEE: ‘But now he 


has the situation under control!” 
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KEOKUK | ELECTRO-METAL COMPANY 


KEOKUK, IOWA 
WENATCHEE DIVISION, WENATCHEE, WASHINGTON 


Control both quality and costs with Keokuk Silvery 

4 a Pig Iron! Being a less concentrated form of silicon, 
AA Keokuk holds silicon loss to a minimum. 

Car for car, pig for pig, its uniformity never varies. 


‘ # 
> < 
qo “As Yd Charge Keokuk by magnet or count! 
Keokuk Silvery . the superior form of silicon introduction SALES AGENT: MILLER AND COMPANY 


for steel plants and d available in 332 S. Michigan Ave., Chicago 4, Illinois $ 
, 80. and 30 Ib. pigs and 12’ Ib. piglet in regular or 3504 Carew Tower, Cincinnati 2, Ohio 
alloy analysis. Keokuk also manufactures high silicon metal, 407 N. Eighth St., St. Louis 1, Missouri 
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NO CAPITAL INVESTMENT 
for your material handling costs 


when you use 


CLARK’S PAY-AS-YOU-GO LEASE PLAN 


Without tying up a penny of working capital, 
put Clark material handling equipment to 
work for you. With Clark’s pay-as-you-go plan, 
any of Clark’s many models and types of 
handling equipment is available for your im- 
mediate use. With no down payment and at a 
low monthly cost, this lease plan enables you to: 


1. Conserve working capital for other essen- 
tial needs—such as additional inventory, 
plant expansion and non-leasable capital 
equipment 


2. Pay-as-you-go rental is a totally deduc- 
tible expense 


SEE THE YELLOW PAGES OF YOUR 


3. Eliminate trade-in problems and get the 
benefit of newest equipment. 


No outside financing is necessary—you deal 
directly with your local Clark dealer who will 
help you determine what equipment best fits 
your needs. Gas or electric fork trucks, Powr- 
worker hand trucks, tractors and Clark-Ross 
carriers—all are available on a 3 or 5 year lease. 


Let Clark equipment pay for itself as it cuts 
your handling costs. Call your local Clark 
dealer for a discussion of the details which 
will not obligate you in any way. 


Industrial Truck Division 


CLARK 


PHONE BOOK FOR THE NAME 
OF YOUR LOCAL CLARK DEALER 


CLARK EQUIPMENT COMPANY 
Battle Creek 16, Michigan 
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for a metal-melting 
malady... 


CRYSTOLON* 
slag hole blocks 


Is your production suffering from too-frequent 
furnace shutdowns while you’re replacing slag 


hole blocks that can’t stand the gaff? 


There’s a special Norton Re — an engineered 
refractory prescription for this metal-melting 


headache. Install CRYSTOLON slag hole blocks! 


Then, like countless other foundry men, you'll 
get a new slant on modern furnace operation. 
You'll find crysroton blocks (made of hard, dense 
silicon carbide) resisting erosion and corrosion at 
temperatures up to 3050°F, and under severest 
back-slagging conditions. You'll find them outlast- 
ing fire clay more than 5 to 1, without spalling, 
cracking or loading — and that upwards of 30 hours 
continuous operation is not unusual for them, 


Get Actual Proof 


of how crysroLon blocks can benefit your produc- 
tion. Give them a workout in your cupolas, and 
compare them for efliciency and economy with 
whatever you’re now using. ‘They’re made in shapes 
to meet every foundry requirement. Ask your 
Norton representative for details, including prices, 
or write to Norron Company, 301 New Bond Street, 
Worcester 6, Mass. Canadian Representative: A. P. 


Green Fire Brick Co., Ltd., ‘Toronto, Ontario. 
*Trade-Mark Reg. U.S. Pat. Off. and Foreian Countries 
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NORTON 
IX REFRACTORIES 


Waking better products ... 
to make other products better 


NORTON COMPANY, WORCESTER 6, MASSACHUSETTS 
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Look into both sides of the 
EDCO Dowmetal BOTTOM BOARD STORY... 


The design side..and the dollar side 


same company found, further, that the 
scrap loss was 20% less with the Edco 


Simple arithmetic is all you need 
to understand why the Edco 
Dowmetal Bottom Board story 
makes sense to a growing number 
of foundrymen. It’s as simple as 
| plus 1 equals 2... and 2 plus 2 
equals 4. 


Two main features, illustrated 
here, quickly tell the Edco design 
. tell why Edco Bottom 
Boards produce better castings: 


story . 


|. The flask side of an Edco Bottom 
Board is grooved and vented to permit 


escape of gases and to insure mold 
stability. 


2. The opposite side is braced like a 
bridge, and the entire board is made of 
light-weight magnesium—gives you 
Strength without weight for safe, easy 
handling and long board life. 


Chat’s the Edco design story 
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Edco Dollar Story Makes 
Complete Sense, Too 


When you switch to Edco 
Dowmetal Bottom Boards you'll 
find, like other foundries, that you 
have made a good move dollar- 


wise, too .. . for these reasons: 


1. They pay for themselves. One foundry 
switched to Edco and cut its burning 
and breakage loss from 70% per year 
down to 3%. Another foundry kept a 
5-year comparison record and found that 
under identical circumstances its wooden 
boards had a “‘casualty”’ record of 7500 
boards lost, contrasted with a mere 12 
for its Edco Dowmetal Boards. The 


CHRISTIANSEN 
CORPORATION 


210 SOUTH MARION STREET 
OAK PARK 1], ILLINOIS 
ALUMINUM ALLOY INGOTS 


Boards. 








2. You'll find that volume production of 
the most popular board sizes makes 
your original (and only) investment less 


than you’d normally expect. 


That’s the Edco dollar story. 


It costs next to nothing to get 


the full dollars and cents story. A 


minute of time and a 3-cent stamp 


does it if you act now but it 


might cost you a lot in savings lost 


if you put it off. Use the handy 


coupon. 


ee ee 


Without obligation, please send price 
schedule and list of 83 standard sizes 
available from stock. 


Name 
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Company —— — = en 
Address_— eee eee 


City-Zone-State 
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No Sand Can Lodge in 
Open Cowes of < 


—the corner gaps are completely closed by long-life, easily replace- 

able, live rubber corner inserts. 

That’s just one of the many reasons for the popularity of this new flask. Made of magnesium, which has twice 
the tensile strength of aluminum, they afford much longer service. Furthermore, magnesium 

weighs ¥ less than aluminum, so they are easier to handle. 

But more importantly, the accurately machined inside surfaces and flanges, and steel-faced top and 


bottom flanges assure more exacting work. 


Start Saving NM lonsy 


vith FREMONT CAST IRON OR 
CAST ALUMINUM JACKETS 


New sides or ends may be easily inserted because of the precision machined and drilled, bolted corner 
construction. It is no longer necessary to scrap entire jackets. The standard style is designed for ordinary 
foundry practice, while the grooved style, which permits ready gas escape, is ideal for steel foundries. Flasks and 


jackets can be assembled on 3°, 4° or 5° taper. 


Write today for free literature and prices on Fremont Spread- 


THE FREMONT FLASK CO. lock Flasks, Fremont Standard Slip Flasks (with the GROOV- 


Fremont, Ohio LOCK FOOLPROOF PIN,) and Fremont Cast Iron or Cast 
Aluminum Jackets. All orders given prompt attention. 
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There is no substitute 
for the skill and knowledge 


of experience 
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DEMMLER has led in Core Blower 
research since 1909 





Demmiler Core Box Vents 


Precision built brass slotted. 
steel slotted and screen type core 
hox vents. Sizes to meet every 
application, including the new 
D-process shell molding. 


the DEMMLER 103 


Built with all the skill and care 
of the old experienced craftsman, 





incorporating new design ideas 
based on 45 years of core blower 
manufacturing. The Model 103 is a 
new Demmler leader. And, com- 
pare this performance record! On 
a defense project the 103 blew 
16,000 cores every 8 hours. That’s 
a total of 2,000 cores per hour! 
The Demmler 103 is a stationary 
magazine type core blower, capable 
of blowing ANY core or molding 
sand. Hand or automatic operation, 
a six second cycle. The 103 handles 





cores up to 50 pounds and the 
larger Model 104 handles cores up 
to 250 pounds. More proof of the 
value of Demmler experience 
to you. 


DEAE OTA ATAPI 0 


A PRODUCT OF FOUNDRY SKILL ann DOMUCHS sueii-morp RESIN 


American Valve used to buy 
these bonnets as forgings. But the 
cost was high. A large inventory 
and investment were required. 
And the finish of the forgings 
didn’t match other cast parts of 
the valve. 

Now American casts these bon- 
nets in shell molds made with a 
Borden resin. Dimensions are ac- 
curate. The castings are sound, 
easily machined and lower in cost. 
New castings can be obtained 
within a matter of hours if neces- 
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Casting by AMERICAN VALVE MFG. CO., Coxsackie, N.Y. 


Again...shell casting replaces forgings 


sary, so there’s no need for a large 
inventory. Money formerly tied 
up in slow-moving parts is avail- 
able for other uses. 

Here’s another example of the 
way that properly engineered 
shell-molding can cut costs, pro- 
vide better finished products, and 


bring greater flexibility of opera- 
tion. Borden foundry engineers 
will be glad to help you adapi 
the process to your needs. Ad- 
dress: The Borden Company, 
Chemical Division, Dept. }24 
350 Madison Avenue, New York 
17, New York. F.3.5 


FOUNDRY PRODUCTS DEPARTMENT 


THE BORDEN COMPANY 


Chemical Division 
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NATIONAL 
BENTONIT 


























gs : St A dependable National Bentonite bonded 


mold means better production, better castings, 


opera: "ida — less time in the cleaning room. 
gineers Many experienced foundrymen have relied on 
_ adapt National Bentonite for years because of consistently 
is. Ad- uniform high quality ... good green strength .. . 
— high hot strength . .. high sintering point... good mold 
> “1, 


: durability . . . and because it requires the least water to 
w York 


temper correctly. You, too, can be sure of better 
F.3.5 . 


bonds with NATIONAL BENTONITE. 
Quick service from better foundry 


suppliers everywhere. 


NY 


oid Sales Division  y% National Lead Company 


‘onite Sales Office: Railway Exchange Building, Chicago 4, Illinois 
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BLASTRITE 


@ Laboratory controlled to give 
high quality — longer life 


® Planned production to 
assure prompt delivery 


® Special sizes made to order 


@ Chilled lron—Malleable 
Cut Wire 


WRITE TODAY 
FOR COMPLETE LITERATURE 


__ 
BLASTRITE 


Th 


ABRASIVE SHOT 
& GRIT CO., INC. 


SPRINGVILLE, N. Y. 
Phone: Springville 1 


Readers’ 











What Makes a Leader? 


To THE EDITORS: 


In your December 1953 issue of 


FOUNDRY, I read the article by Ralph 
L. Lee called “What Makes a Lead- 
er?’ It impressed me very much and 
as a result I wondered if it would 
be possible to get a copy of the 
article. 

W. L. MANIFOLD 
Continental Steel Corp. 
Kokomo, Ind. 


Stopper Bolt Trouble 


TO THE EDITORS: 

In the December, 1953 issue of 
FOUNDRY a correspondent asks for ad- 
vice because, in pouring steel from 
a 6-ton bottom-pour ladle, he is hav- 
ing trouble with the steel bolt melting 
off. A possible cause given in the 
answer is loss of filling from recess 
around the bolt head. Another and 
more likely cause of the trouble is 
that the correspondent has unwitting- 
ly changed from a low-carbon steel 
bolt to a high-carbon. The difference 
in melting points between under .10 
carbon to .380 carbon is 150° F. 

[I understand the illustration ac- 
companying the answer is more or 
less diagrammatic and I would simply 
point out in passing that the recess 
“H’”’ is far too shallow, but the author 
stresses the likelihood of losing the 
material used to fill this recess— 
which might be expected if the recess 
is actually as small as shown in the 
illustration. Actually, in practice 
this filling is seldom lost but it can 
happen if, as is suggested, an un- 
suitable compound is uSed and can 
also happen if good material is pre- 
pared with too much water, thus re- 
sulting in excessive shrinkage on dry- 
ing. The material used to fill the 
recess should contain only about 10 
per cent moisture or be of the same 
consistency as molding sand, just so 
it will hold together when compressed 
in the hand. 

Enclosed is a drawing in correct 
proportions showing the assembly of 
a stopper head. Also enclosed is an 
article by H. V. Beasley entitled 
“Nozzle and Stopper Rod Assemblies” 
which deals primarily with the ther- 
mal problems involved in the fuction- 
ing of the stopper head and nozzle. 
This article is from Blast Furnace and 
Steel Plant issues of October and 






































































November, 1933, and reports the w 
done at Mellon Institute by (if 
Beasley under the _ sponsorship 
Vesuvius Crucible Co. 
RICHARD H. ST NE > 
Sales Manager 
Vesuvius Crucible Co. 
Pittsburgh 18 


Wants Consecutive Pages 


TO THE EDITORS: 

Several months ago I subscribed to 
your magazine in the belief that it 
would add to my knowledge and 
understanding of the foundry indus-| 
try. In a large measure this belief 
was justified since I have seen a 
number of very worthwhile technical 
articles. } 

It is my opinion that magazines 
such as yours should not be read 
and thrown away, but rather that| 
those articles which may be of later 
value should be cut out and filed 
for future reference. As an example | 
of this, I might point out that the 
recent papers by Mr. Burgess are now 
in my file on the subject of stress 
relief. 

This is only one example, and the 
same thing has been done with num- 
erous other articles. I am sure that 


t 





there must be many other readers who } - 

treat the magazine in the same man- 

ner, and this could be made mucl 

easier if you could adopt a policy 

of publishing the entire text of 4a! ¢ 

article on consecutive pages rathe! 

than having them continued to the 1 

back of the magazine. In the Decem- : 

ber issue, four of the articles which > 

I clipped were not printed on con- = 

secutive pages, thus making it quit 

easy to miss the latter portions. Mos! 

of the ten or twelve technical trad 

journals which come to my attentl r 
i. 


regularly are published in this man: 
ner, and I think it would represen 
an improvement in yours. 

Another matter on which I should 
like to voice my opinion is the articl 
under the heading ‘Adventures 
Bill” which appeared in the Decem: 
ber issue. Most industrialists wil 
agree that the future progress of i 
dustry is dependent upon the con 
tinuing influx of young men and this 
should be particularly true of the 
foundry industry which in general 
does not have a reputation as ’ 

(Concluded on page 82) 
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Honna Air-operated Cylinders supply reliable, 


Sl 


[¥ 


Ba Ht} Hanna Engineering Works 












hanna Cylinders 
rocessing Operarinns 


CYLINDER POWERED MOVEMENTS 
SIMPLIFY HANDLING OF MATERIALS 


Cylinder Power offers fast, dependable action for 


Cylinder 
ond toggle 































process operations requiring controlled movements 


... pushing, pulling, raising, lowering or tilting ... for 


-y 


opening and closing gates, hoppers, furnace and oven f 
doors... for hoists, brakes and presses... 


for materials handling and scores of other Operations. 


Hanna Cylinders are used to advantage in hundreds of 
applications of this type to simplify the actuation 
and control of machines and equipment... to replace 


or reduce manual effort... to speed operations. 


Ask your Hanna Sales Representative to demonstrate 


controlled wowar fer enssation of how Cylinder Power and Valve Control can save time, 


mixer discharge gates. “—¢ ‘ 
effort and money in your plant. 





pu Cylinder power is fast and exacting One Hanna Cylinder operates doors Firebrick rolls in and out of ovens 
for moving material horizontally or and another tilts this furnace as re- smoothly with the help of economical 
vertically in immersion tanks quired cylinder power 





AULIC AND PNEUMATIC EQUIPMENT... CYLINDERS -.- VALVES... RIVETERS 
1772 Elston Avenue, Chicago 22, Illinois 
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IN THIS modern foundry, heavy molds 
weighing from 15,000 to 20,000 Ibs. are 
handled easily on an Alvey-Ferguson 
Heavy Duty Roller Conveying System 
with an air operated reciprocating 
pusher between the two lines of rollers. 
(See inset photo) 





For handling molds, flasks and sand in 
your foundry a completely co-ordinated Con- 
veying System engineered by Alvey-Ferguson will reduce worker's 
fatigue, lessen breakage, increase efficiency and production in the 
same space—and therefore reduce costs . . . An Alvey-Ferguson 
Engineered Conveying System quickly pays for itself in savings! 


THE ALVEY-FERGUSON CO. 


si For a discussion of latest 0 f C i N ( ' N a) AT | 
efficient handling meth- 


ods—write today. 101 Disney St. Cincinnati, Ohio 


SINCE 1901 ... FIRST IN PRODUCTS HANDLING EQUIPMENT 






(Concluded from page 80) 
pleasant place to work. I very m 
fear that the publication of an atteck 
on young engineers in the pages « 
respected foundry trade journal as 
done the foundry industry gener: |; 
a disservice. 


J. A. CAMERON 
Chief Metallurgis 
Elliott Co. Inc. 
Jeannette, Pa. 


* * * 


Core Blowing at Cadillac 


To THE EDITORS: 

On page 190 of the December issi 
you published a report on the talk 
delivered by Mr. C. W. Hockman at 
the Oct. 29 Purdue Metal Castings 
Conference on the subject of auto- 
matic core blowing equipment. This 
item included some statements which 
differed from the speaker’s remarks. | 
The following is a clarification of 
these points for the benefit of your 
readers. 

1. Although the subject of the talk 
as scheduled by the Conference Com- 
mittee was “Automatic Core and Mold 
Production,” Mr. Hockman limited it 
to core equipment because the Cadil- 
lac Foundry does not yet have any 
automatic molding machines. Hence, 
the references to molds in your article 
are simply confusing. 

2. Cadillac’s experience with this 
equipment has been almost entirely 
limited to coreboxes designed for 
single cores. Therefore, your state- 
ments regarding productive capacity 
and the established cycle for the ma- 
chines should read 410 and 360 boxes 
per hour rather than cores per hour 

3. At Cadillac a power vent was 
designed to vent cylinder block and 
head jacket cores. Its operation 1s 
integrated with the over-all opera- 
tion of one of these machines. 

4. In comparing the productivity ot 
the automatics with that of conven- 
tional core blowers: No. 1 Machine 
can produce a maximum of 120 cores 
per man-hour as opposed to 41 cores 
per man-hour. It averages 104 cores 
per man-hour versus 40 cores pe! 
man-hour on conventional blowers 
The No. 2 machine has a maximun 
of 180 versus 105 and an averag' 
of 154 versus 103. 

5. No mention was made in youl 
report of the maintenance problems 
involved. The Cadillac foundry has 
achieved substantial success in this 
area. Further reduction in mainte 
nance costs and down-time is indicat- 
ed for the future, and is, of courst 
a necessity with any type of auto- 
matic equipment. 

HARRY ZUGEI 

Methods Analyst, Foundry Divisi0! 
Cadillac Motor Car Division 
General Motors Corp. 
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pete @ His job is to help you solve foundry able and profitable recommendations. 
spel problems or to furnish answers on mold- Next time you have a foundry problem 
owers ing practice. The Republic Pig Iron Metal- that needs solving in a hurry—call in the 
cimun lurgist has years of actual foundry experi- Republic Pig Iron Metallurgist. There is 
Peres ence. He knows all types of pig irons and no cost or obligation for his services. 
. you their characteristics. His natural ability Let us know when you would like him to 
yblems to analyze enables him to make valu- visit your plant. 
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= ~ Another Shipment of Sterling 
Pues ’ Rolled Steel Flasks for Uncle Sam! 





Part of an order of 504 Sterling 
Flask Sections shipped to a West 
Coast Governmental Agency. 








= significant that Sterling Rolled Steel Flasks are frequently 


specified by U.S. Governmental Agencies. Sterling Flasks last 





longer, cost less in the long run, They are fabricated from special 





hot rolled steel channel — not merely pressed steel. The heavy Sterling Equipment 
flanges, with square corners and full-width bearing, and the solid for Your Foundry 
angle reinforcing welded around each section, provide strength Standard Flasks ® Heavy Duty 
PETE . Flasks ®@ Stack Molding Flasks ° 

and rigidity to withstand tremendous pressures, year after year. Sac thine & Sacianeh Gadd tb 
Pp : _ar oe | hi | ick : | ings ® Steel Pins ® Collar Bushings 
artings are accurately machined and the thick flanges have plenty sintatinsihde Stiiiias Sia ianen 


Boards @ Steel Core Plates * 
Squeeze-in Boards ® Steel Bands 
® Steel Upsets ® Wheelbarrows ° 


Core Trucks ® Casting Trucks ® Slag 


er 
Buggies © Casting Carts ® Steel 
er. Wheels ® Casters. 


Wor OE SERVICE 


of steel for several refinishings, 





Get all the facts! Write 
today for your copy of 
Sterling Flask Catalog. 









STERLING WHEELBARROW CO. » Subsidiary Company 
Main Office and Plant * Milwaukee 14, Wis.,U.S. A. ‘ais STERLING FOUNDRY SPECIALTIES, LTD. 


Branches and Dealers in Principal Cities London, Bedford and Jarrow-On-Tyne, Eng!and 
Manufacturers of Foundry Equipment for Almost Half a Century | 
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It's Time To Cut Waste 


a 


Cost of production has become a most important factor in meeting the intense 
competition for orders which now has replaced the easygoing ways and large back- 
logs of the past few years. Many foundrymen are concerned with the problem of 
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. . . . . . . . . ° . 

maintaining or improving the quality of castings while meeting pressure for price : 

} concessions that always accompanies a buyer’s market. The subject deserves the : 
close attention of the entire foundry industry. : 

- . . ad 

There can be no doubt that many companies acquired wasteful habits during the : 

. % . - . . e 

years of high demand. If these companies are to secure a fair share of the available ; 

Ps . 

business, or to succeed in converting components produced by other methods of . 

- . 

fabrication to castings, elimination of wasteful practices must become the goal - 

. 

of each organization. Such a program must originate with top management, and : 

. 

must be sold to every employee. : 

“ = 7 

Foundrymen planning a waste elimination program might first consider the : 

24 . 

fields of labor, practices and materials. : 

. 

. . . . . . ° . 

One of the wasteful labor practices is being eliminated as industry moves from : 

. . . . s 

an overtime economy to a normal time economy. But much otherwise productive . 

. . . . * 

labor is lost because of poor scheduling, lack of proper direction, and unnecessary : 

. . . . a 

down time. Management all too frequently fails to realize the tremendous impor- . 

7 . . . . . s 

tance of the foreman in carrying out the policies of the company relating to labor . 

and production. As a result, the foreman is not given adequate training or provided . 

with detailed information on the company policy essential to keeping operations : 

moving in the most efficient manner. : 

o 

Down time, with its accompanying waste, can be reduced materially by a good . 

program of preventive maintenance. : 

. 

_ Production costs frequently are excessive because the available storehouse of . 
knowledge on foundry practice is not applied to everyday shop problems. Because : 

« . . * 

ry foundrymen fail to use good gating methods, melt metal properly or control other : 
. . . o . . . . . 

variables in the operation, foundry casting loss is high. And poor practice also re- . 

Duty d Fe z . 
ks ° sults in considerable waste of materials. . 
. 

Bush- A program of waste elimination based on better utilization of labor, more in- : 
hings ° ° . ° ° — ° . a 
aie telligent application of available knowledge of foundry practice, and the education : 
ottom . ‘ . . per . 
ee i of workers on the importance of cutting costs may provide the means for success- - 
a *. 

Bands ful operation in the period immediately ahead. : 
s 

pas * And such a program will cost very little beyond the time and effort of man- : 
® Slag : * 
agement. : 
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Fig. 1—Cut-away view shows metal fasteners 
bolted to belt. Plates have cupped ends and 
staggered teeth to distribute the fastening 
strain to entire area covered by the plates 
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Fig. 2—Series of views at right 
show operations in preparing the 
belt for making vulcanized splice 






































How to keep belts running straight, how to splice them, how to load them, 
keeping wear to a minimum, reasons for belt deterioration, how to repair 
belts and suggested preventive maintenance measures are covered in this 
sequel to the August article on selection of belting for foundry needs 


O OBTAIN maximum service from conveyor belt- 
ing, care must be exercised in its handling and in- 
stallation and in making the required adjustments 

for correct operation. Frequent inspection and the 
application of proper maintenance are 

Proper belting care begins when a roll of belting 

Rough handling in mov- 


musts. 


is delivered to the foundry. 
ing it from truck or car into the foundry or to stor- 
age can cause belt damage and shorten its life even 
before it is used. Although the belting is delivered in 
rolls, and it would seem logical to roll them from one 
place to another, rolling is not a good idea. The rolls 
should be lifted by placing a bar through the center 
and hooking a sling to each end of the bar. Precau- 
tions also should be taken to prevent the sling chains 
from pinching edges of the belt at top of the roll 
where the sling chain converges for attachment to the 
lifting chain. 


The sling should not be wrapped around the cir- 
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cumference of the roll; neither should the rol! Def wou 
dropped on a platform. A large belt weighs severa belti) 
tons and a fall would weaken, break or cut that por-f be ki 
tion of the belt that hits the ground. or te 
When belts are to be stored, they should be kep'f hard 
in a cool, dark place. Wet places and areas whier' f high 
oils, gasoline and paint materials are stored shou! Th 
be avoided. Furthermore, since rubber is oxidiz bl 
by ozone generated by ultraviolet radiation, |eltSf Loos, 
should not be kept where they will be exposed nd « 
direct sunlight, electric-arc welding, or in motor CONF two ; 
trol rooms. Belts may be stored for short perlod§ end , 
on a level, dry floor by placing the rolls on ends‘f Bolt 
they should not be leaned against a wall or laid O!f trimn 
their sides. Rolls of belting to be stored for lonsf belt 
periods of time should be suspended by a leve! af the , 
through their centers. Belting manufacturers recom § shou] 
mend that belting be covered with heavy, water} )r00f detw; 





paper during storage. 






1A c 




















-UNTILTED IOLERS 























BELT DIRECTION 
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Fig. 3— Slight tilt of troughing 
idler assembly assists in keeping 
belt aligned and running straight 


By ROBERT H. HERRMANN 


Associate Edito 
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Fig. 4 — Adjustable troughing 


concentrator rolls on vari- 
able troughing idlers help 
transition of belt from full 


troughing idler to flat pul- 
ley without excessive wear 
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For fastening together the ends of a light-duty 
belt, hooks with staggered prongs often are used. 
Prongs should be driven in from top of the belt, and 
a better job is done if they clinch lengthwise strands 
of belting fabric. Metal lacing, consisting of a 
formed metal strip with toothed clips which clamp to 
the belt at the joining edges with a rod running 
through loops on the strips to act as a hinge, also are 
Belt Installation—Before conveyor belting is in- available for light and heavy belts. Plate and but- 
stalled, pulleys, idlers, loading devices and other ton fasteners are recommended for heavy belts, and 
equipment should be put in tip-top condition. Head they also have worked well on the lighter belts. 
ind tail pulleys should be aligned properly and made They are shown in Fig. 1. 
evel. The roll of belting then should be supported 3ecause steel wears faster than rubber, fasteners 
on a level bar at the end of the proposed installation should be inspected frequently. Worn fasteners may 
beyond the head or tail pulley so that it can be un- break, causing uneven strain in the belt and possible 
roll D¢f wound in proper alignment to the installation. As ripping of the belt. Also, moisture may enter the 
severaf belting is unrolled onto pulleys and idlers it should belt at the joint and rot the fabric, thus lessening 
at pol kept taut to prevent it from unrolling excessively the hold of fasteners. And if belt fasteners are 
r telescoping. Sharp twists and bends and excessive clinched too tightly, belt fabric may be cut and 
ye kep'— hard pulling should be avoided, to prevent abnormally failure will occur at the joint. 
wher} high strain and tension on the belt. When belts are joined with metal fasteners, splices 
shou The belt should be pulled into position slowly with particularly when small pulleys are used—-are made 
yx 1112 block and tackle, winch or similar equipment. at an angle; that is, belt ends are cut at an angle 
ItsB Loose end of the cable can be fastened to the leading of about 45 degrees with the center line of the belt, 
sed “Bend of the belt by a pulling bracket consisting of then joined. The fasteners and belting at such joints 
o! ‘wo iron or steel plates bolted together through the flex more readily when passing over pulleys. 
perlo@# end of the belt which thus is clamped between them. Vulcanized splicing probably is one of the best 
l ds} Bolt holes are in that part of the belt that will be methods of joining conveyor belt ends. Service cen- 
laid O'f trimmed off when the ends are spliced. Ends of the ters of a number of belting manufacturers offer port- 
yr lonsBbelt should be brought together on the top run of able electric vulcanizing equipment on a rental basis 
ve! ba'fthe conveyor to facilitate splicing. Enough tension or belts may be shipped to them for splicing. How- 
recom @ should be exerted on the belt to remove sag from ever, many large users of conveyor systems own 
erproe@oetween return side idlers with belt take-up units in their own vulcanizing equipment. Vulcanized splices 











‘he Correct position. 
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duced maintenance time and expense. They elimi- 
nate the constant pounding of metal fasteners over 
pulleys and idlers, prevent burning of the belt fabric 
which sometimes occurs when metal fasteners ex- 
posed to hot material carry heat into the belt, elimi- 
nate damage resulting from excessive wear from 
abrasive materials and withstand hard blows and 
localized strain which often break metal fasteners. 

Vulcanized splices can be made when the belt is 
installed if the conveyor permits 3 per cent take-up 
of the total belt length. If take-up is less than 3 
per cent it is common practice to operate the belt 
with metal fasteners until part of the stretch has been 
removed from the belt. A newly vulcanized splice 
should be cooled thoroughly before the belt is put 
into operation. Hot, freshly-vuleanized rubber does 
not have its full strength, and tension applied too 
soon can start separation, causing trouble later. 

Fig. 2 shows a method of preparing a conveyor 
belt for splicing by vulcanizing. Ends of the belt to 
be joined are cut in step fashion, which provides 
sufficient surface for a good grip and makes a strong 
joint. Such splices are almost as strong as any other 
part of the belt. They present a smooth, unbroken 
surface which rides easily over pulleys and idlers and 
does not get caught on skirting boards, scrapers, belt 
cleaners, or other equipment that comes in contact 
with the belt. 

Take-up and Alignment—Take-up devices allow for 
initial belt stretch and the following recovery of that 
stretch when the conveyor is started. They provide 
for permanent stretch or shrinkage that occurs in 
belting during its life. They provide constant ten- 
sion to the drive at all times. Also important is the 
fact that they afford storage space for spare belt- 
ing that can be used if a vulcanized splice must be 
replaced or a damaged section of belt removed. If 
insufficient take-up allowance is made, a piece of 
belting may have to be necessitating two 
splices instead of one. 

The amount of take-up movement to be provided 
in a conveyor belt spliced by vulcanizing is shown in 
Table I. Take-up movement may be less when metal 
fasteners are used because belt length can be changed 
by refastening, and this splicing method requires 
less belting than a vulcanized splice. Values for cal- 
culating take-up pulley position at time of installation 
based on take-up movement given in Table I are 
shown in Table II. 

Conveyor belts must be kept running true and 
straight. Head, tail and snub pulleys, idlers and take- 


added, 





TABLE I—Minimum Take-up Movement 
for Vulcanized Spliced Belts 
Minimum 


Center to Center Take-up Movement, 
Length of Conveyor Per Cent of Center Length 


Minimum Take-up 
Movement, feet 


(feet) Fabric Textile Steel Fabric Textile Steel 
ply cord cord ply cord cord 
50 3.0 3.0 1.5 1.5 
100 3.0 ey 3.0 3 0 
200 og 9.4 6.0 5.0 
500 2.7 2.0 14.0 10.0 
1000 2.5 1.8 0.7 25.0 18.0 7.0 
2000 2.0 1.5 0.45 10.0 30.0 9.0 
3000 1.8 1.3 0.4 4.0 39.0 12.0 
4000 1.6 1.1 0.35 64.0 44.0 14.0 
5000 1.5 1.0 0 75.0 50.0 15.0 



































































































Fig. 5—Sand handling installation, showing cross 
conveyor, top, feeding sand to lower belt through 
transfer chute. Hooded and vented skirt board ar 
rangement and vertical side guide idlers are shown 


ups should be kept in alignment. They must be level! 
and at right angles to the center line of the conveyor 
Sufficient clearance should be provided to permit the 
belt to sway a little without striking the framework 
housing or other obstruction; otherwise belt edges 
may be damaged severely. 

Why Belts Run Crookedly—Probably one of thi 
most perplexing problems in conveyor operation 1 
to determine the cause of a crooked-running belt an¢ 
then institute the proper remedy. Eccentric-running 
belts are subject to premature failure. 

When belts run crookedly every effort should !* 
~ade to assure proper operation through adjustment 
of carrying idlers before guide idlers are used. Sinc 
uneven or heavy loading is a cause of crooked belt 
running as well as spillage, the feed should be checked 
to make sure that the load is distributed evenly. 

If the same section of a belt repeatedly runs of! 
the idlers, crookedness in the belt itself is the rea 
son. The most common cause of a crooked belt | 
an improperly made splice, resulting in belt edge: 
which are not perfectly true. Recommended proc 
dure in making a splice is to draw a center line ex 
tending back 10-15 ft from each end of the belt t 
be joined. The belt then is cut for joining at th 
desired angle measured from this center line. 

Sometimes a belt which has been running straigh' 
becomes crooked because one edge has been worn of! 
If belt is run under high tension, the worn edge ma} 
stretch more than the rest of the belt. Under we' 
conditions the exposed fabric along the worn cdg 
may shrink as a result of moisture absorption by th 
fabric. Belt edges become worn as they rub agains' 
some obstruction such as the conveyor framework, 
wall, or a lump of material that has become wecg' 
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Fig. 7 — Curved chute 
deflects load in direc- 
tion of belt travel. Hing- 
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Fig. 6—Belt cleaning brush has own power unit and 
channels for guiding away the brushed-off materia! 
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Curved Chute 





ing the chute allows ad- 











justments for handling <—- Belt travel 
of different materials 




















Fig. 8—Material should be fed to center of belt 
Off-center loading will cause belt to run crookedly 
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Fig. 9—Maximum permissible belt loading, AA, moves 
more material per hour at given belt speed than par- 
tial loading, BB, with comparatively less belt wear 











» level 
veyor 
it the 
work 
edges 
rf the 
ion I 
It and 
nning 
ld he 
tment 
sinc 
1 belt 
eckedl between the belt edge and a conveyor support. All 
ly | obstructions against which the belt can rub should be 
ns OlF removed. 
re Wearing of belt edges also can result from off- 
wed | center loading, build-up of material on idlers or pul- 
_ leys, misalignment of conveyor, or defective self- 
= aligning idlers. Corrections can be made by reposi- 
am tioning loading chutes or installing jingle bars to 
— control loading. Belt scrapers or other types of belt 
| cleaners can be installed to prevent build-up on pul- 
cad leys or idlers. Faulty idlers should be replaced, and 
e v it may be necessary to realign the conveyor. 
“i If a belt continues to climb sidewise on the same 
= idlers, the fault is not with the belt but with align- 
| - ment of idlers or pulleys. The carrying idler caus- 
: th ing the trouble usually is the second or third one in 
sted the direction of the tail pulley from the point where 
ate the belt climbs out of line. Belt idlers should be ad- 
. id jlusted at right angles to the center line of the belt 
February 1954 








when belt is not carrying a load. It is good practice 
to mark correct idler location on conveyor frames, so 
that if the idler is removed for repairs, it can be 
returned to its proper position. The second or third 
return idler from the head pulley also is a critical 
point and should be checked for proper alignment 
if the belt persists in climbing off the idlers. 

Loose idlers which slide on the shaft and those 
which stick or jam also will throw the belt out of 
alignment. Furthermore, a jammed idler will wear 
flat and sometimes the rim may be worn through. 
producing a razor-sharp or jagged edge which will 
cut the belt. A jammed idler also causes a frictional 
drag, necessitating increased power to drive the con- 
veyor. Conveyor supports may be out of line be- 
cause they are erected on a temporary or insecuré 
foundation. Under such conditions proper belt align- 
ment is impossible. 


If a belt runs crookedly only on certain days the 
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Fig. 10—Loading chute, skirt board set-up. Shapers 
push large lumps to belt center, prevent spillage 
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Fig. 11—Steel wire, stretched across flat portion 
of belt, is effective in cutting off caked materia! 





cause may be the force of wind blowing against one 
side of the belt or sun shining on one side of the 
steel conveyor framework, causing uneven expansion 
in the metal. To remedy the situation, windbreaks 
and sunshades can be installed or a complete housing 
built around the belt. framing can be 
painted with aluminum paint to reflect the sun’s rays. 

A primary requisite for a straight-running con- 
veyor is contact of the belt with the horizontal middle 
roll of troughing idlers. A stiff belt, one that has 
too many plies in proportion to its width, often will 
not trough enough to touch the center idlers. Conse- 
quently it will run crookedly. When such a heavy 
duty belt is required, it might be wise to use a belt 
construction which permits greater transverse flexi- 
bility. A belt operating with too light a load to 
trough it properly against the middle rolls also may 
not run straight. In such cases increased loading 
or reduced belt speed to permit a heavier load may 
correct the situation. 

A new belt often is stiff and will not trough prop- 
erly at first. It should be allowed sufficient time to 
“take a set” after which it will run straight if there 
are no other reasons for misalignment. The break- 
ing-in process can be hastened by permitting the belt 
to stand overnight while loaded. However, a belt 
loaded with hot material should not be stopped. Un- 
der such conditions, shut-downs for periods as short 
as 20 or 30 minutes are very injurious. If a belt is 
to be broken in by shutting it down while loaded, 


Conveyor 





TABLE li—Position of Belt Take-up 


Per Cent of Take-up Movement 
To Allow for Belt Stretch 


Fabric Textile Steel 

Type of Conveyor ply cord cord 
Inside or outside (covered SO 80 i0 
Outside (not covered) SO 75 10) 


70 10 


Underground 








care should be taken to be sure to have the load 


properly distributed and the belt in perfect alignment 
with pulleys and idlers. 

No attempt ever should be made to straighten a 
belt by unequal adjustment of pulley take-up screws. 
The end pulley should be set in proper alignment 
and kept that way. It also is a mistake to attempt 
to straighten a belt by increasing the tension. As 
a matter of fact, if belt tension is excessive the belt 
may not touch the middle idler rolls and therefore 
it will not run straight. 

Training Helps—-Various types of compensating 
idlers used to keep belts properly trained and running 
straight are available. They include tilted, rigid side 
guide and self-aligning idlers. 

Tilting idlers slightly forward in the direction ol 
belt travel helps considerably in keeping a conveyor 
belt correctly trained. End result is much the same 
as crowning a drive pulley or other flat-belt pulle) 
to keep the belt centered on pulley face. Too much 
tilt, however, may result in lack of full contact be- 
tween belt and pulley or in excessive wear on pulle) 
side of belt. For correct operation the uppermost 
point of the idler roll should be moved forward no 
more than 1x, to 3/16-in. 

Before tilting, the axes of the bed and troughing 
idlers are in a plane perpendicular to the line of belt 
travel. Even though the entire idler assembly is 
tilted forward the same amount, the tilt places th 
axes of the troughing idlers at a slight angle wit! 
belt line of travel. Resultant lines of force of th 
rotating troughing idlers is toward the center 0! 
the belt. That is the principle that keeps the belt 
trained for straight running, because as the bel 
starts to ride up to one side of the idler assembl) 
it will be diverted by the tilted troughing idler bach 
toward the center line of the belt. 

It is quite obvious, then, that the high point 0! 
the troughing idlers on each side of the idler a 
sembly should be tilted in exactly the same amount 
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Fig. 13—Automatic gravity take-up for a bucket ele- 


vator is shown at lower left. Bottom pulley shaft 
revolves freely in bearing at one end of each arm. 
Other ends of arms are mounted rigidly to a pivot 
shaft on elevator housing. Pulley weight provides 
tension which is constant under varying conditions 


Otherwise the idler with the greatest amount of tilt 
would give a greater force in driving a belt toward 
the center line and force it off center in the other 
direction. Also it is essential that the assembly not 
de tilted too much because the more the tilt the 
lesser the angle of the troughing idler with the line 
of belt travel with resultant increased resistance to 
belt movement and consequent greater friction be- 
tween idler and belt. The increased friction, of 
course, requires more power to drive the conveyor and 
causes excessive wear in both the belt and idler 
(Fig. 3). 

Rigid side guide idlers are rollers supported by 
simple brackets approximately perpendicular to belt 
surface and a few inches from the belt edge. Their 
chief purpose is to act as protective devices to keep 
belt edges from rubbing against a supporting bracket 
or other fixed object. They may be used either on 
the carrying or return strands of a belt; however, if 
used to overcome persistent misalignment of a belt 
they will cause excessive wear to belt edges. 
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Fig. 12—Repairs with fasteners. Damaged edges of 
the belt first should be coated with rubber cement 








Self-aligning idlers have as their purpose the cen- 
tering of belts which move to one side or the other. 
They must be maintained properly, because worn or 
sticking rollers or pile-ups of spilled material will 
cause restriction of idler action with the result that 
the belt may run off the idlers instead of being kept 
aligned. 

Self-aligning idlers are unnecessary if factors which 
cause the belt to run off center are corrected. How- 
ever, their use on long conveyors is good insurance 
when placed at 200-ft intervals on the return strand 
and 400-ft intervals for the carrying side. Their 
most effective positioning when used on shorter con- 
veyors depends upon conditions. Replacing one or 
two return idlers with the self-aligning type at 15 to 
30-ft intervals from the tail pulley will help the belt 
to pass straight around the tail pulley and be on 
center to receive its load. Similar installations on 
the carrying side near the head pulley will help keep 
belt aligned at discharge point and around drive 
pulley. 

During regular inspections, caked material should 
be removed from the faces of idler rolls. This is 
particularly important on return idlers because such 
build-up sometimes causes the belt to run to one side 
of the idlers and rub against the conveyor frame. 
Proper cleaning and lubrication is 
greatest conveyor efficiency. It must be remembered 
that excessive lubrication is as bad as not enough. 
Grease or oil on a belt that is not resistant to them 
will soften and swell the rubber, and it may peel 
away from the fabric. Excessive greasing pressure 
will damage grease seals, causing leaks and permit- 
ting dirt to get into the bearings. Grease on pulley 
and idlers causes material to adhere and develop 
into serious build-up. 

How To Load Conveyors—The principal place of 
wear on conveyor belts occurs at the loading points, 
and the rate of wear is determined mainly by direc- 
tion of feed relative to belt travel, speed of the helt 


necessary for 


9] 








Cut a piece of cured stock slightly 
larger than the damaged cover area. 
Using the patch as a template, mark 
the section of cover to be removed 


Buff edges of cut-away area and 
one side of patch and clean with 
solvent. Two coats of cement are 
applied to buffed areas and belt 
carcass. Allow to dry until tacky 





Cut around the damaged section wita 
a sharp knife. Care should be taken 
not to cut deeper than the thickness 
of the cover and damage belt fabric 





When final coat of cement is 
ready, place patch in proper 


Do not shift patch 
once it is set in place. Roll 
down thoroughly for good bond 


position. 


ae 
$ 
: 





tip of screwdriver. Strip off c 
with pliers, being sure that all 


With a putty knife apply : 
ber compound to crack betw 
patch and cover. Provide e! 
compound to allow for s! 
shrinkage, which might o¢ 


om 


Loosen edge of cut-out section @ 


rubber is removed from belt fom 









in relation to speed of material being loaded, lump 
size and impact of lumps on the belt. It is con- 
sidered good practice to locate the loading chute so 
material is fed to the belt in the same direction and 
at the same speed as the belt is moving. To do that 
the material must leave the chute close to the belt 
and at the smallest angle to the belt surface as pos- 
sible. (Fig. 7.) 

If material is fed to the belt at an angle to its di- 
rection of travel, abrasive wear on the belt is in- 
creased, and the lateral force imparted by the ma- 
terial may cause the belt to climb on the idlers, dam- 
aging belt edge. (Fig. 8.) 

Having the material moving at the same rate of 
speed as that of the belt at instant of contact re- 
duces slipping action between material and belt, with 


reduced abrasive wear. Cover wear is 


consequent 
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caused by that part of the load that touches the belt 
and it can be reduced by regulating belt speed. A 
given tonnage per hour can be carried by a partl) 
loaded belt operating at high speed or by a fully- 
loaded belt running at a slower speed. At increased 
speeds a higher percentage of the thinly-spread ma- 
terial touches the belt, and abrasive wear is greatel 
than on a fully-loaded belt operated at slower speeds 
Fig. 9 shows how load volume can be increased 
with a comparatively small increase in area of load 
contact with the belt. It must be remembered, how- 
ever, that full loading and slower speeds produce 1n- 
creased belt tension. Care must be taken not to ex 
ceed maximum working tension of the belt. 
Dropping heavy, jagged lumps directly against 4 
belt is responsible for much abrasive wear and [0! 
cuts and fabric breaks. To avoid such wear, fine 1a 
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Apply one coat of cement over 


repaired area. Let dry 2 hr; 
dust with soapstone. Allow to 
cure ten days. Apply heat if a 
faster rate of cure is wanted 








terial should be allowed to fall upon the belt first 
‘o act as a cushion for larger lumps. This can be 
ichieved by having a screen or series of openings in 
the chute a short distance from the edge, or, at the 

‘dge of the chute, using a grating of bars parallel to 
lirection of material flow. The smaller material falls 
through the openings but the lumps must travel the 
full length of the chute. 

Reducing Loading Wear—Belts should be loaded 
setween idlers, not over an idler. The hammer and 
invil action of heavy material falling on a belt di- 
‘ectly over an idler will deteriorate a belt quickly. 
if it is necessary to load over an idler, rubber covered 
© pneumatic idlers may be used. For extremely 
‘severe loading conditions a short, heavy conveyor 
delt sometimes is used between loading chute and 
main belt. This feeder belt absorbs most of the wear 
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resulting from loading impact and can be replaced 
at small cost compared with that of the main belt. 
The feeder should discharge its load in the direction 
that the main belt is moving and at the same speed. 

Another way of handling severe loading is to in- 
stall a short, auxiliary belt under the main belt at 
the loading point so that two thicknesses of belting 
absorb the load impact. Such a pad belt has its own 
terminal pulleys and take-up. It runs over two or 
three main belt troughing idlers and is moved by 
friction between it and the main belt. 

To provide proper belting support of the load at 
all times, carrying idlers should be spaced closer to- 
gether where belting tension is the least, usually at 
loading end, and farther apart at head end where 
tension increases. Such variable idler spacing uses 
ao more idlers but puts them where they will do 
the most good. 

A common mistake made at head and tail ends of 
troughed conveyors is to place the first troughing 
idlers too close to them, thus forcing too abrupt a 
change in the belt from a troughed to a horizontal 
position. This change stretches belt edges and if 
done in too short a distance, the belt may be damaged 
permanently. Also the stress is greater on metal 
and vulcanized splices. 

If close idler spacing is required right up to the 
pulleys, adjustable, variable troughing idlers can be 
used to provide smooth belt transition from trough 
to flat without excessive wear. (Fig. 4.) 


Skirt Boards Shape the Load 


Skirt boards to shape the load and prevent spillage 
of material should be used to facilitate proper belt 
loadings. They are strips of wood or metal extend- 
ing from the discharge end of the loading chute along 
the belt for a distance equal to three or four times 
the belt width, or long enough to settle the material 
on the belt. They should be installed high enough 
above the belt so that they will not touch it under 
any condition of belt operation, and the space be- 
tween board and belt should increase about ';-in. 
per ft in the direction of belt travel for fine materials, 
'4-in. for coarse, lumpy material. Purpose of this 
slight taper is to prevent material from becoming 
wedged between board and belt. Boards should be 
installed so they are about three-fourths of the belt 
width apart, just behind the chute discharge edge 
and then fan out in the direction of belt travel to 
near belt width. (Fig. 10.) 

An all-rubber material, called “skirting,’’ should be 
bolted to skirt boards and extend below their lower 
edges to reduce spillage of fine material and jamming 
of load particles beneath skirt boards. Skirting bare- 
ly should touch the belt. 

Use of old belting for skirting is poor practice un- 
less the rubber-sealed edge of the belt piece is nearest 
the carrying belt, because abrasive materials, par- 
ticularly sand, become embedded in the raw edge 
fabric of skirting made from old belting. Skirting 
then acts as an abrasive cloth and abrades the belt 
wherever it touches. Fig. 5 shows a foundry belt 
installation at a sand transfer point. Skirt boards 
here are hooded and vented. (Please turn to page 257) 
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OR the last ten years the Research Division of 

National Research Corp., Cambridge, Mass., has 

carried on metallurgical research and development 

work with emphasis on vacuum melting and casting 
and on processing of many of the newer and more 
refractory metals. 

During this same period, the Equipment Division of 
National Research has designed, built and sold many 
vacuum and other special metallurgical furnaces. For 
the past two years, many of its research efforts have 
been directed to the development of techniques and 
equipment for melting, handling and casting of tita- 
nium. 

Although the corporation is still working with a 
relatively small experimental furnace, sound castings 
of titanium and titanium alloys of intricate shape 
with a finish equivalent to that of good sand castings 
can now be made. The casting process involves the 
use of a vacuum and inert atmosphere arc melting 
furnace and a special, but relatively inexpensive, 
method of making the molds. This process is covered 
by patent applications. 

The Titanium Casting Process—The corporation's 
process is simple and requires few steps or procedures 
not generally practiced in foundries manufacturing 
stainless steel and alloy castings: 

I. Preparation of the pattern and the mold flask. 

a. As is customary, the pattern is made to a size 
based on experience on shrinkage factors of 
the metal and mold. 

b. The mold is made by mixing a powdered re- 
fractory with a liquid binder and pouring the 
resulting slurry over the pattern. This slurry 
solidifies on the pattern, thus forming one 
half of the mold. The other portion of the 
mold is prepared in a similar manner. 

c. A low-temperature bakeout followed by a high- 
temperature firing produces a strong cohesive 
mold. 

d. During the above steps the mold is given a 
special treatment which enables the finished 
mold to withstand the action of molten tita- 
nium. 

e. The mold is assembled with the necessary 
gates, risers and pour blocks and held to- 
gether by suitable clamps or jigs. 

II. Premelting operations. 

a. The mold, at room temperature, is placed in 
the furnace and titanium sponge or scrap is 
loaded into the crucible. 

b. The furnace is sealed from the atmosphere 
and is evacuated to a low pressure; i.e. 1-10 
microns, or 0.001-0.01 mm of mercury. 

c. Argon is admitted to the furnace to give a 
suitable pressure for the melting and casting 
phase of the process. 

III. Melting and Casting. 
a. Power is applied to the electrode, starting the 





CASTING TITANIUM 





arc, and melting of the titanium in the crucib 
is begun. 

b. When a suitable quantity of metal has bee 
melted, as observed through an observatio) 
window, the power is cut off and the electrode 
moved out of the path of the molten stream. 

c. The melt is poured into the gate of the mold, 
placed below and directly in line with the 
pouring lip of the crucible. 

d. The mold is cooled in the furnace under argon 
or vacuum for one half to one hour, giving 
the titanium in the mold and crucible suf- 
ficient time to solidify and cool below the 
temperature at which it reacts with atmos- 
pheric contaminants. 

Although experience to date has been based upon 
use of split molds, there is no apparent reason why 
this process cannot use investment casting tech- 
















niques. 

Castings Produced—The small furnace now in oper- 
ation at National Research can produce castings 
weighing 4 or 5 pounds. Only the melting capacity 
of this furnace limits the production of larger cast- 
ings, and it is believed that good castings weighing 
as much as 100 pounds can be produced by the proc- 
ess in larger furnaces. The finish of the castings 
is equivalent to that of good sand castings. The 
castings have a high degree of soundness. Physical 
and chemical properties of titanium and titanium 
alloy castings produced are shown in the accompany- 
Ing table, «sascsssucecnccusccuseccecnenseuusasssssssunssnid, 

Equipment Required—The combination vacuum and 
inert atmosphere are furnace is the essential piece 
of equipment not ordinarily found in the foundry. 
Such a furnace consists essentially of a skull-melting 
type crucible contained within a chamber which can 
be evacuated by means of vacuum pumps to pres- 
sures as low as 1 micron. The titanium scrap or 
sponge in the crucible is melted by an arc with ex- 
ternal controls provided for positioning the arc elec- 
trode and for pouring the molten titanium from the 
crucible into the mold. 

The titanium is contained within a graphite crucible 
backed up by refractory ramming mix, all contained 
within a stainless steel shell. By limiting the melting 
of the titanium to a center pool, carbon pickup from 
the graphite shell is minimized and can be mantained 
below 0.15-0.20 per cent in the finished cast shape. 

National Research Corp. offers a 10-pound titanium 
skull-melting arc-type furnace, similar to the one 
used for the development of this process by its re- 
search division. It also is prepared to build larger 
furnaces equipped with three arc electrodes from 
which titanium castings weighing as much as 25 or 
30 pounds can be produced. 





























Note: National Research Corp. is prepared to grant nonexclusive 
I . 
ts process, and to supply equipment and operating assistance 








licenses on 1 

to qualified foundries and to other logical licensees. Inquiries regarding 
the license agreement should be directed to: Development Department, 
National Research Corp 70 Memorial Drive, Cambridge 42, Mass. 
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By JOHN HAM and 
ROGER VENEKLASEN 


Metallurgical Department 
National Research Corp. 
Cambridge, Mass. 
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AKE the foundry a better place to work,’ has cent at 100 mesh, 30 per cent at 140 mesh, and 20 

been the goal of foundrymen in recent years. per cent at 200 mesh. Clay content holds at about 

A seven-league step in that direction is auto- 15 per cent. During the mixing operation, a few 

matic handling equipment. Sand is especially appli- shovels of new sand are added to the heap sand to 

cable to this method because large volumes of it are take care of burn-out, and a small amount of cor 

handled daily. Until recently, modernization meant sand is continually introduced. The clay content of 

replacing the wheelbarrow with a moving belt, but this new sand is approximately 20 per cent; the aver- 
Allis-Chalmers went a step further when it revamped age grain size 115 to 125. In 
its West Allis brass foundry. The grain size of the heap sand drops because of i 
Blowing the sand through pipes is its method. the loss of fines in handling. Being a natural molding ue 
The idea is by no means new, for nature has been sand, water is the only other additive. Moisture con- ; 
blowing sand around since the beginning of time. tent is held at 7 per cent, plus or minus 0.5 per cent. tyr 
Air under pressure has been used to transport solids This gives a permeability of around 35, and a green Th 
through pipes for over 50 years. However, molding strength between 8.5 and 9 psi. The dry strength, pyr 
and core sands present some unique problems in a which is largely dependent on moisture content as top 
pneumatic system. Particularly trying is its great rammed, runs 70 to 75 psi. the 
tendency to pack and jam the system; this is especial- After the sand is mixed and found satisfactory b) adj 
ly true of molding sand. To compensate for this testing, it is discharged into the pneumatic receive! the 
there are large savings in cost and space, as well (Fig. 2) through a funnel-shaped chute. This receiver, ‘—e 
as gains in health, sanitation and efficiency. These also referred to as the pressure vessel, is the heart ae 
are but a few of the reasons for Allis-Chalmers’ of the pneumatic system. It is designed for 125 ps! a 
choice. The system (see Fig. 1) has been in opera- but is operated at an average of 80 psi. When the ms 
tion for more than a year now, and its performance vessel is loaded (7 cu ft capacity), the operator The 
has lived up to every expectation. closes the loading port with the air-actuated swing and 
As in most foundries, a muller heads up the sys- check valve, and a positive air pressure forces the nan 
tem. It has a capacity of 7 cubic feet, and can com- sand through the piping. Part of this pressure en- qT) 
plete a mixing cycle as described below in two min- ters the bottom of the pressure chamber through id 
utes. This muller has been in service for approxi- four jets which are so located as to start the sand equi 
mately ten years, having been used in the previous swirling as it enters the delivery pipe. This tends to et 
system. alleviate packing and plugging at the pipe entry, and (Fig 
The molding sand used in the system is a typical also “blowing through,” a condition which leaves por- nite 
brass foundry sand. Its average grain size is approxi- tions of charge in the receiver. we 
mately 100, and it has a 3'% to 4 screen spread. After hopper delivery, the operator opens the load- ee 

This spread averages 8 per cent at 70 mesh, 15 per ing port and the vessel is ready for another load 
Febrt 
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MOLDING MACHINE 
NATURAL ae 


FREQUENCY 


CONVEYOR WEIGHT-LIFTER 


SUPPORTS 


SHAKE -OUT 
CAR 


Fig. 1—Diagram of the sand system. For simplicity, some of the machine lL 
roller runouts and the dust exhaust system have been omitted. At present 
hopper 6 is not in use; it can be put into service should the need arise 


Fig. 2—The receiving vessel, looking through a trap door into the pit. 
Pressurized air is fed into top and through four tangential bese inlets 


In order to keep the tank from becoming corroded \ 
by sand-held moisture, the operator occasionally 
brushes down its walls. 

The hoppers in the system are the double feeding 
type and service two molders or machines (Fig. 3). 
They are cylindrically shaped at the top and have 
pyramid bases. As the sand enters the cylindrical 
top tangentially, it is set in a swirling motion and 
the distribution to each chute half is regulated by an 
adjustable plow. The air pressure is relieved through 
the top of the hopper by means of the foundry ex- 
haust system. The exhaust pipes are designed so 
that the coarse sand and most of the fines return 
to the hoppers. The molders tap off sand as they 
need it by means of hand-operated swing gate valves. 
There is a total of six double hoppers in the system, 
and each is capable of holding 2'!% tons of molding 
sand. 

The flow of sand is directed to the different hop- 
bers by a system of transfer valves. Each hopper is 
equipped with a valve which either channels the sand 
into the hopper or allows it to by-pass to another 
(Fig. 4). These valves are electrically controlled and 
are actuated by means of air cylinders. Rubber gas- 
kets hold the air pressure at their joints. Electrical 
controls for these valves are located on a master 


Fig. 3—Hopper chutes and the jolt squeeze molding 
machines which they feed. Because sand is aerated 
in the system, riddle in foreground seldom is used 


February 1954 











AR OA SOMERSET 





Fig. 4—Transfer valve and hopper feed line. Valve 
moves vertically and horizontally. The large pipe 
parallel to sand feed pipe is hopper exhaust line 


board beside the muller (Fig. 5) so that the oper- 
ator has finger-tip control of the distribution. 
When the molds have been made, the molder places 
them on roller runout conveyors and moves them 
out for pouring. The roller conveyors are built with 
two decks, with the lower deck used to return empty 
flasks to the molder (Fig. 7). Usually the flasks 
are weighted and the racks above the conveyors are 
equipped with arms to allow semiautomatic handling 
of the weights. Upon completion of pouring and cool- 


Fig. 7—Vibrating conveyor and the shakeout car are 
shown during operation. The bridge is designed to 
swing to a vertical position when car is not in use — 





ing, the flasks are rolled out to the end of the con- 


veyor. 

At this point the shakeout car takes over. As can 
be seen in Fig. 8, there is a gap between the ends 
of the roller conveyors and the shakeout conveyo! 
which runs at a right angle to the roller conveyors 
This gap is bridged by the shakeout car, which strad 
dles the shakeout conveyor and can be rolled along 
its full length on the ride angle-iron track. The track 
also supports the conveyor. 

The flask is dumped while it is still on the shak 
out car and the mold broken apart. In this opera 
tion the vibration of the shakeout conveyor is utilized 
to relieve the shakeout man of emptying the entir 
flask manually. 

Another unique feature of this system is the natu 


Fig. 8—Discharge end of conveyor. Right to left: 
Weight which forces lumps through grizzly, lower 
level conveyor, and permanent magnet at the left 
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Fig. 5—Sand processing center with control panel 
to direct sand flow. Muller discharges into chute 
directly in front. New sand is behind the operator 


al frequency shakeout conveyor. It has a capacity of 
10 tons of sand and %-ton of castings per hour. 
Safety and economy are its main features. The 80-ft 
conveyor requires only a 2-hp motor. Another desir- 
able characteristic of this conveyor is its ability to 
spread and bounce the sand evenly over the 18-in. 
bottom width. Its continual motion also produces a 
cooling effect on the sand, and the metal pan is not 
subject to burning. 

When the sand reaches the end of the conveyor, 


it goes through a series of processes which will render 


it acceptable for reuse (see Figs. 5 and 6). The last 
6 ft of the pan has two levels. The top deck is com- 
posed of a %4-in. slot bar grizzly. Prior to hitting 
this bar grizzly the castings and gaggers are removed. 
The remaining sand and foreign particles are vibrated 
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Fig. 6—View of roller runout conveyors, showing 


weight lifters and lower return level. Flanges at 
top level ends support bridge of the shakeout car 


and pressed between the bars to the second deck. 
On the lower pan the sand passes under a perma- 
nent magnet which removes any wire, nails or othe 
It is dropped into a bucket ele- 
vator, carried to the top of the storage bin and sifted 


magnetic material. 


through a vibrating screen which removes large lumps 
or foreign material. The storage bin has a 22-ton 
capacity and feeds the muller by a belt at its base. 
This electrically operated belt feed loads a_ bucket 
hoist which charges the (Please turn to page 260) 


Fig. 9—Vibrators, which prevent sticking of sand 
in chutes, and their control mechanism. These vi- 
brators have saved considerable time for molders 









By GEORGE E. MILLER 


Sales Manager 


Machine Division, Osborn Mfg. Co 
Cleveland 


VERY foundry equipment manufacturer likes to 

see his products properly installed and main- 

tained so that the user receives maximum per- 
formance at minimum cost. Maintenance of foundry 
equipment particularly is important because of the 
conditions under which it is operated. Sand, which is 
an abrasive material, causes rapid wear of moving 
parts of the machines. 

When buying new molding machines or core blow- 
ers it is important to select those of the best type, 
design and capacity to suit the particular require- 
ments. In reality it is not so much the machine that 
is being purchased, but its production capacity. Each 
machine in a foundry has a potential sales dollar val- 
ue. This is based on its production capacity and the 

dollars it can earn for the company. 

For example, the management of a_ production 
foundry in Cleveland has set up an hourly sales dol- 
lar value on each of the machines on its production 
lines. These sales dollar values represent a major 
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Buying a molding machine is, in reality, purchase of production 
capacity. To protect this capacity, a maintenance program based 
on record keeping and proper stocks of repair parts is important 






portion of the productive capacity of the foundr) 
and are used by management in five different ways 

1. To determine the amount of money to invest in 
a stock of repair parts. 

2. To schedule maintenance work so that prefer: 
ence or priority is given to the most important ma 
chines. This preferential treatment has helped to re 
duce overtime work in the maintenance department 

3. To determine size of the maintenance shop and 
the tools and equipment necessary to maintain the 
machines. 

4. These sales dollar values also are an important 
yardstick in deciding whether it is economical to havé 
spare machines, so that a machine can be replaced 
quickly on the line rather than hold up productio! 
to make the necessary repairs. 

5. Sales dollar values have proven helpful in getting 
management’s approval for the purchase of new pro- 
duction machines to replace ones that have seen con- 
siderable service. In this connection it might be said 
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Arrow above shows one-shot lubrication unit for a 
molding machine. Three or four times daily the oil 
line valves are opened and compressed air admitted 
to oil tank to force lubricant to friction points 


The three indicated air line lubricators on auto- 
matic rotary coremaking unit at left lubricate sole- 
noid valves used in the machine’s control system 


that many foundries are running machines beyond their 
practical economic life and are spending more money 


m maintenance than on the cost of a replacement. 
Downtime on production equipment due to main- 


tenance and repairs means a loss in tonnage, a loss 


n sales dollars, and a loss in profit to any foundry. 
Records Will Help—One step in helping the main- 


tenance department operate efficiently is to keep ma- 


hinery and equipment records which show the his- 


‘tory of any particular machine. The mimeographed 





page form shown here notes the manufacturer’s name, 
model number and serial number of the machine, as 
well as its location in the foundry. The original cost, 
installation cost, and date the machine was put into 
service, are shown on the top of each page. If there 
are a number of duplicate machines in the foundry, 
separate pages should be kept for each, with a suit- 
able notation or reference to other pages, covering 
identical machines. 

This cross reference information is valuable in de- 
termining the interchangeability of machines and re- 
pair parts for them. Each time some maintenance 
work is performed on any machine, it should be re- 
corded on this record so that it becomes part of the 
history. The nature of the maintenance should be 
recorded as well as an indication as to whether tem- 
porary or permanent repairs were performed. It also 
would be an advantage to record the downtime in- 
curred, the name of the man or men who performed 
the work, and the cause of breakdown, if this informa- 
tion is available. 

A separate envelope file for operating instructions, 
spare parts list and lubrication recommendations 
should be kept for each machine. This file should be 
kept up to date and available to maintenance men, 
so that they can refer to it in making repairs, adjust- 
ments or ordering repair parts. 

Conferences of operating and maintenance per- 
sonnel are time well spent. The better the men un- 
derstand the equipment the less downtime and 
maintenance time results. In order to get the most 
efficient production from a machine, the foreman 
should know the capacities, limitations and how to 
operate the equipment. One of the prime causes of 
excessive maintenance of a machine is its operation 
under conditions and beyond the capacity for which 
it was designed. Overloading causes rapid wear and 
frequent repairs. 

Operator’s care and use of a machine often is re- 
sponsible for much of the downtime. In plants where 
a number of duplicate machines of about the same 
vintage are operating, one or two machines often 
will need maintenance whereas the others might give 
relatively trouble-free operation. Frequently a little 
instruction from the foreman in operating the ma- 
chine properly will reduce maintenance. 

Keep Parts on Hand—( Please turn to page 173) 
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Magnesium die castings used on portable chain saw Several cast parts for Signal Corps combat camera 


Magnesium Die Casting 


The author points out that although relatively few companies 
are producing magnesium die castings, applications for these 
products have grown rapidly in recent years. This paper was 
presented at the Magnesium Association’s ninth annual meeting 


By G. F. HODGSON 
Plant Metallurgist 
Doehler-Jarvis Division of National Lead Co 
Batavia, N. Y 
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Data covers entire Jobbing Die Casting industry 
Source: American Die Casting institute-Feb., 1953 


Legend 
LZ 


Aluminum Zinc 


1936 ‘37 ‘38 ‘39 ‘40 ‘41 ‘42 ‘43 ‘44 ‘45 ‘46 


This chart illustrates steady expansion in sales 
of pressure die castings over period of 17 years 


AGNESIUM has moved into an important posi- 
tion in the die casting industry during the last 
few years. While die casting production as a 
whole has increased steadily since 1945, the relative 
percentage increase of magnesium has been even 
greater. 
At no time since commercial production was started 
in the early thirties, has activity been at so high a 
level. Magnesium has reached into practically every 


market known to the die casting industry and can be 


found today in such items as typewriters, washing 


and automobiles 


and 


food mi 
which have 


machines, cers, cameras, 


products used zinc aluminum for 
vears. 

Today magnesium is specified as an acceptable al- 
number of com- 
dif- 


which im- 


material in an 
applications. 
lerentiate between a 
plies a temporary change, and an alternate material, 


ternate 
mercial 


increasing 
Here we would 
substitute material, 


like to 


Which denotes acceptance on equal status. 
been most influential in 
The first is price. In the past, 


[wo factors have this 


swing to magnesium. 
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Magnesium die casting uses include housings and 
covers for belt sander (top), portable saw (right) 


magnesium die castings have been overshadowed by) 
aluminum. In part this was due to greater knowl- 
But 
also coupled with a generally more favorable price 


edge and experience with aluminum. this was 
situation. 

3etween 1945 and 1950 magnesium had come clos¢ 
to being competitive with aluminum at several periods, 
but the advantage has almost always been in favor 
of aluminum. 

Late in 1950, a 
secondary aluminum tipped the balance in favor of 


sharp increase in the price of 
magnesium and started the present activity. 

The secord factor, which followed closely behind 
the price change and which contributed heavily to the 
situation, was the restrictions 


present imposed on 


aluminum for commercial use due to the Korean 
war priorities. 

Because of these restrictions, demand for magne- 
sium increased rapidly and for a short time existing 
ingot facilities were taxed to the limit. Fortunately, 
it took less than a year to reactivate stand-by plants 


to relieve this temporary shortage. 














These castings are used for such appliances as oil 
burner, electric fan, washing machine and arbor saw 


The increase in production of magnesium die-cast- 
Note that 
of 1946, 


ings is shown in the accompanying table. 
the 1952 rate than ten times that 
1947 or 1948. 

Magnesium is normally noted for its light weight 
and good machinability. To these well known prop- 
erties two new ones had thus been added—price and 
availablity. Magnesium had become cheaper than 
secondary aluminum; and it was abundant enougn so 
that its commercial use was not restricted. 


is more 


As a result of the increased activity, service ex- 
perience in many favorable applications has _ been 
greatly broadened. To the regular die casting appli- 
cations have been added many more which would 


not normally have swung to magnesium except for 
the change in price and availability. Some of these 
applications and service experiences will be reviewed 
later. 

How such a 
achieved? Mainly through 
aluminum dies to run magnesium. 


increase in production 


existing 


was sharp 


conversion of 


Of the 622 plants engaged in die casting in the 
United States today, it is estimated that about 12, 


at the most, are running magnesium. Six plants ac- 
counted for over 80 per cent of the tonnage reported 
in 1952. The consumption of magnesium during this 
period might have been far greater, if more die cast- 
ing plants had previous experience in casting magne- 
sium. 

Since it is practically the same as for aluminum, 
equipment was available. Conventional 


the casting 





Magnesium Die Casting Consumption (Tons) 


Shipments of 


Year Primary Secondary Total Die Castings‘ 
] 6.000 1 SO 10.500 9 O00 
1951] 1.488 112 S 400 7.000 
1950 is4 SO 1,374 1,145 
1949 254 Sf 1.12 IBE 
1948 12¢ 64 G90 825 
1947 64 s 672 61 
1946 6S2 M4 7 
1945 1,606 2 027 1,68! 

1 Source Bureau of Mines (1952 estimated) 2. By difference of 
total and primary consumptior \ssumpt metal consumed equa 
to 120 per cent of shipments 1. Estimated division of Facts for In 


dustry, Bureau of the Census, total castings 
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cold chamber machines are used almost exclusively fo: 
both aluminum and magnesium. Unfortunately for 
the magnesium industry, however, a real shortage 
existed in casting experience. 

Dies—Because dies for both metals are almost 
identical in construction, conversion can usually be 
accomplished with only minor changes, such as gating. 

But dies constructed for zine are seldom satis- 
factorily converted to magnesium. This is because of 
the difference in the shrinkage and casting properties 
of the two metals and the light construction of zinc 
dies, which generally operate on the lower pressure 
plunger-type machines. 

Metal Handling—The main difference between die 
casting of aluminum and magnesium is in the handling 
of the metal. The die casting process requires a 
continuous supply of molten metal to keep the ma- 
chines in operation. In the case of aluminum, the 
molten metal is prepared in large reverberatory fur- 
naces with a capacity of 10,000 pounds or more. 

Preparation of magnesium for casting is done on a 
much smaller scale. Tilting furnaces containing heav\ 
cast steel pots of about 300-pound capacity are used 
for melting. 
protection and refining. In some cases the No. 310 
flux is needed to separate decomposition products of 
some of the die castings from the metal. 

Transportation of molten metal from the melting de- 
partment to the casting department is considered de- 
for the maintenance of consistent 
temperatures. Transfer ladles carried on lift 
are used. The holding furnace, which is located at 
the machine near the operator, also contains a heavy) 


sirable 
trucks 


cast steel pot. 

Protection of the molten magnesium alloy from 
oxidation during the casting operation is accomplished 
with (p. 105). This can either be 
generated in a dome or introduced from a cylindet 
containing the compressed gas. 

The sulphur dome, which is illustrated schemati 
ly, consists of a hollow cast iron cap containing a port 
at the top for introducing crystalline sulphur, an open- 
ing in the side to accommodate the ladle, an air line to| 
introduce air for combustion with the molten sulphu! 
and escape openings to allow the generated sulphu 
dioxide to be directed onto the metal. Consumptio! 


sulphur dioxide 
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The standard No. 230 flux is used for ¢ 
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Magnesium castings help reduce typewriter weight. Automotive applications of die-cast magnesium in- 
Decorative parts above, semistructural parts below clude these decorative parts for steering column 


Right—Holding furnace for magnesium die casting 


: F A 
of sulphur is about !2-pound per hour, using air at 1 ie: gga ce —— 


pound pressure. Some sublimed sulphur is carried MAGNESIUM DIE CASTING 
over which forms a film on the metal surface; this is 
believed to be responsible for slightly better protec- 
tion by the generated sulphur dioxide gas than by 
the cylinder gas. 
Efficient operation of the sulphur dome is the key 
to successful magnesium die casting. It is the only COMPRESSED AIR 


BLOWER 


means of protection available to provide clean metal. ‘ ail 
Drafts which affect the blanket of sulphur dioxide gas 

: DOORS ON METAL 
over the metal should be avoided. LOADING: SOR 


Cleaning of the metal in the holding pot is neces- STACK 





MOLTEN SULPHUR DOOR 
mf : i SULPHUR 
sary once per shift and a special flux is used for this . 
purpose. This is essentially a magnesium chloride 

. OPENING 


flux, with density adjusted to allow quick and com- 8 Ban ya, 








plete separation from the melt on completion of the 
LIGHTER 





fluxing operation. 

Casting—The actual casting operation is carried out 
in a manner identical to that of aluminum. Here scme 

; : ‘ 4 SELAS 
idvantages of magnesium are evident which can re- BURNERS 
sult in better performance. The heat content of mag- 
hesium at the casting temperature is considerably be- 
low that of the aluminum; as a result, dies run as Pp appen 
much as 30 per cent faster (Please turn to page 25 
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The Human Side of Accident Statistics” 


By LAWRENCE KAELIN 
National Malleable & Steel Castings Co., Indianapolis 
STATISTICS show that 45,825 days’ work were 
lost in malleable and gray iron foundries in one year 
alone. 

What statistics don’t show is THE LONG WAY 
BACK, the weeks of recuperation that drag like years. 
A man gets tired askin’ the Doc when he’ll be able to 
get back on the job again. A guy soon gets tired of 
radio commercials advertising Hadacol 
operas; ’n countless station identification breaks. Even 
pretty tunes get stale when a disc jockey tosses ’em 
News reports every hour on the 


. soap box 


at you all day long. 
hour seem like history after you’ve heard ’em all day. 
It seems like the same thing over and over again when 
you're flat on your back, a casualty. 

Statistics show the average time lost in a foundry 
accident is 12 days. 

What statistics don’t tell is that “flat” on your back 
means just that—‘‘flat’” broke. It doesn’t take a 
worker, even a well-off worker, long to get plenty 
“flat” when there’s no regular pay check coming in. 
A MAN JUST CAN’T AFFORD TO HAVE AN ACCI- 
DENT NOWADAYS. 

Statistics disclose that there were 3818 malleable 
and gray iron workers temporarily disabled in one 
year alone because of accidents. 

What cold statistics don’t tell is that accidents take 
the Hum out of Humans. Fishing and hunting are 
always out-of-season to a casualty. You know, there’s 
no pleasure as great as an honest day’s work well 
done; that’s why we’re in the foundry business in 
the first place, because we like to create useful prod- 


*Statistics taken from United States Department of Labor Bulletin 


issued in the spring of 1953, comprising a complete breakdown of 
1950’s accidents. (Malleable and gray iron data are combined 
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LAWRENCE KAELIN LEONARD BARTOSZ 


S§S EVERYBODY'S 


ucts, be an important member of the nation’s indus- 
trial team. 

Statistics tell that 11 men lost an eye and another 
69 men lost a hand or finger in malleable and gray 
iron foundries during 1950 alone. 

Statistics don’t touch on the physical pain that’s 
the lot of a casualty. The endless procession o! 
nurses, needles and pills. A man can stand a lot o! 
pain, though, if it weren’t for the fact that the famil\ 
has to suffer along, too. 

Statistics show that 85 per cent of industrial acci- 
dents are the fault of the workman; only 15 per cent 
are due to faulty machinery or equipment. 

Statistics don’t half tell the story of how embar- 
rassed a guy can get when he’s a casualty; especiall\ 
when it’s nobody’s fault but his own. The embar- 
rassment of looking up at friends and relating what 
a foolish thing was done to become a casualty is mor- 
tifying. How true is the National Safety Council's 
poster, “ACCIDENTS DON’T ALWAYS HAPPEN TO 
THE OTHER FELLOW.” Better yet is their poster, 
“ACCIDENTS DON’T JUST HAPPEN THEY 
ARE CAUSED.” 

Statistics shamefully tell there were 878 permanent 
partial-disabilities, and 13 totally disabled workers in 
malleable and gray foundries during 1950. 

This explains why a casualty has the worry o! 
being a permanent cripple ... of having to swap down 
to a lower paying job. A production worker is no 
pawn to be pushed around, but one that’s a casualty 
has to go where he fits in. Companies are fair but 
they are not charitable institutions. Who wants 
charity anyway? A man likes to stand on his own 
two. feet. 

Statistics point out that working in a malleable or 
gray iron foundry was more dangerous than being « 
member of the nation’s police force. The injury fre- 
quency rate for the men of the screeching sirens was 
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32.4—while our iron foundries had a shameful 33.7 
rating. Steel foundries did better with an, accident 
frequency rating of 25.0 disabling injuries per million 
man-hours worked. 


Statistics don’t agree that ‘ta foundry is a good 
place to work,” as far as accident frequency is con- 


cerned, anyway. We are improving, though, thanks 
The National Safety 
Council posters are wonder-workers for creating safe- 
ty-conscious workmen they bring the safety 
message right at the workplace. The National Safety 
Council reports that in 1952 the accident frequency 
rate for malleable and gray iron foundries was 31.7 
an improvement, but we are still in 28th place among 
{0 industrial groups reporting. THE BRUTAL TRUTH 
IS THAT THERE IS STILL PLENTY OF ROOM FOR 
IMPROVEMENT. The average for the nation’s in- 
dustries is a 13.5 frequency ratio. 
A Couple of Safety Suggestions 
“man vs machine” 


to active safety committees, 


since 


How about some 
competition to see who’s safest? 
Dramatize our safety programs more. (A glass eye 
borrowed from the local medical center and shown to 
workmen who should be wearing safety glasses might 
emphasize that science hasn’t been able to duplicate 
Juicy eyes yet.) 

Artificial limbs displayed with a sign “This Com- 
pany Will Furnish These Free To All Workers In This 
Plant Who Lose Their Own Limbs This Month” might 
create safety-mindedness., 

A safest-department-in-the-plant contest with 
maybe a pair of tickets to the Golden Gloves to the 
members of the safest department at year’s end. 

Put statistics to work by looking up the last several 
year’s casualty reports and reporting ‘“‘most dangerous 
month” on a clockhouse poster when that month ap- 
proaches. 

Hanging a “bloody-crutch” poster in the most un- 
safe department as a spur to improvement. 
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ERE are the prize-winning papers submitted in 
the contest conducted recently by the Mal- 
leable Founders’ Society among employees of mem- 
ber companies, The contest was sponsored by the 
society’s Personnel and Plant Operations Commit- 
tee in the hope that it would stimulate interest in 
safety and thereby improve the safety record of 
the malleable industry. 

Entrants were asked to write on one of these 
subjects: 1. What one individual employee can do 
to help in a safety program. 2. How a safety pro- 
gram can operate. 3. The human side of accident 
statistics. 

Winner of first place was Lawrence Kaelin, Na- 
tional Malleable & Steel Castings Co., Indianapolis. 
Second place went to Leonard Bartosz, National 
Malleable & Steel Castings Co., Cicero, Ill; third 
place to W. B. Sobers, Chain Belt Co., Milwaukee, 
and fourth place to James Weigand, Marion Mal- 
leable Iron Works, Marion, Ind., subsidiary of Chi- 
cago Railway Equipment Co., Chicago. Receiving 
honorable mention were Neil Miller, Federal Mal- 
leable Co., West Allis, Wis., and Frank Franusiak, 
Acme Steel & Malleable Iron Works, Buffalo. 











Don’t know which is worse—-THE LONG WAY 
BACK ... FINANCIAL LOSS... PAIN... FEAR 
... because when you’re down yowre out. A thousand 
words can’t begin to tell that “BEING A CASUALTY 
IS PURE HELL” 


What One Individual Employee Can Do To Help 
In a Safety Program 


By LEONARD BARTOSZ 
Nationa! Malleable & Steel Castings Co., Cicero, Ill 


WHAT can one individual do to help in a safety 
program? I wonder if this couldn’t best be answered 
by a self analysis of one’s own failing to promote 
safety. 

It isn’t sufficient for management to 
preach the importance of wearing safety goggles in 
the foundry, to hang up safety posters to this ef- 
fect and then be seen walking through the foundry 
not wearing safety glasses. 

It pays to practice what you preach on matters per- 
taining to safety. As a rule, most men, like children 
at home, will do as they see and not as they are 
told. Therefore, as a supervisor, I must at all times 
be alert to practice good safety. How then can I in- 
oculate all those around me with this thing called 
“safety” ? 


members of 


I think one must start in the same manner as a 
psychologist would in helping you to become a better 
individual in human relations. You must be able 


to list your assets and failings in setting good safety 
This factor, I think, is more than half 
Safety will never become permanent until 


examples. 
the job. 


it is practiced every minute of every hour of every 
day we live. 

Each individual must take a personal interest in 
safety 


his own safety and (Please turn to page 188) 
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Fig. 1—Betatron unit for industrial radiography. 
X-ray head is supported from overhead bridge crane 
and can be maneuvered by pushbutton control shown 
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Fig. 2—Percentage of transmission of x-rays at 15 
MEV for various thicknesses of several materials. 
The ability of the high-energy x-rays to penetrate 
heavy sections of steel and other materials is per- 
haps the most interesting characteristic of the rays 
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Radiographic 





EXPOSURE IN MINUTES 











8 
THICKNESS OF STEEL IN INCHES 


Fig. 3—Radiographic exposure chart plotted for 
various voltages on basis of 200 r/min. at 1 m 
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Fig. 4—Thickness of steel penetrated in one-min- 
ut2 exposure from .25 to 50 MEV to determine op- 
timum x-ray energy. Peak of curve is about 10 to 
15 MEV, indicating that increasing voltage above 
this point does not increase x-ray penetration 
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icbharacteristics of High-Energy X-Rays 


Application of high-voltage radiography, influenced by demands 
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for a means of inspecting large castings and ordnance items, is 
also expected to result in considerable savings in the salvage 


and repair of heavy cast parts. 


Various tests to demonstrate 


the characteristics of high-energy x-rays are described here 


By A. L. PACE 


Industrial Products Section, X-ray Department 
General Electric Co., Milwaukee 


HE utilization of high-voltage x-radiation in ra- 

diographic inspection revealed many interesting 

characteristics not observed with lower voltage 
x-rays. Effective use of this high-energy radiation 
required that these characteristics be applied in the 
most efficient manner. Tests are described here that 
have been performed with high-energy x-ray equip- 
ment and the resultant data acquired to demonstrate 
these characteristics with the thought that this in- 
formation may be of assistance to the 
radiographic field. 

Radiographic application of high-energy x-rays was 
the result of the demands of industry for inspection 
of large castings and ordnance items. For the pur- 
pose of this discussion, high-energy x-rays will be 
defined as radiation generated at levels of energies 
above an equivalent 2 million electron volts (MEV). 

There are various methods of obtaining high-energy 
x-rays; one of the most successful in the industrial 
field has been the betatron type of equipment. This 


others in 
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Fig. 5—Diagram of a half-intensity beam in evalu- 
iting radiographic speed as a function of area 
overed. Angle is measured through 2 in. of steel. 
ncreasing x-ray output through higher frequency 
does not cut field size as would voltage increase 
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equipment utilizes the principle of magnetic induc- 
tion acceleration of electrons, in a curvilinear path, 
to produce high-voltage x-radiation when the elec- 
trons strike a suitable target. 

Penetrate Heavy Sections—Perhaps the most in- 
teresting characteristic of the x-rays is their abil- 
ity to penetrate heavy sections of steel and other 
industrial materials. The basic method of determining 
this penetration is by means of an x-ray transmis- 
sion curve. Fig. 2 shows the percentage transmission 
for thicknesses of materials at 15 MEV. 
These measurements were made using a condenser 
type r/meter in a !,-in. lead thimble. It should be 
noted that the slope of these curves is practically 
constant, resulting in a straight line when plotted 
on semi-log paper. 


various 


The utility of a radiographic procedure is deter- 
mined by the time required to obtain a satisfactory 
image, as well as the quality of that x-ray image. 
was plotted 


A technic chart (Fig. 3) for various 





Fig. 6—Showing effectiveness of small focal spot 
in radiograph of small artificial crack in a 2-in. 
thick steel block. Small focal spots are possible 
at high energy since most of the energy is convert- 
ed to x-rays, and heat dissipation is not a problem 
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Fig. 7—Showing effectiveness of lead screen for 6 in. of steel Fig. 8—Position of peneframeters 
on both sides of 9-in. steel block 
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Fig. 11—Radiation survey of x-ray head 


Fig. 10—in scanning a circumferential weld in a pressure 
shows x-ray output about the focal spot 


vessel both the weld and the film rotate through x-ray beam 





Fig. 13—Aluminum cylinder head illustrates ex- 
ample of radiography of relatively thin sections 


Fig. 12—Shrinkage is readily apparent in this 
billet cast from a high-temperature type alloy 
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voltages from 1 MEV to 15 MEV on the basis of a 
200 r/minute output at 1 meter. This technic chart 
shows that the radiographic speed of high-voltage 
x-rays is not always improved by increasing the 
voltage. The trend of the exposure time is decreas- 
ingly less for a given thickness of steel up to 10 
MEV; it then reverses, and at 50 MEV the exposure 
is actually longer. 

To determine the optimum x-ray energy for ra- 
diography of a given thickness of material, the thick- 
ness of steel penetrated in a one-minute exposure 
was plotted for voltages from .25 to 50 MEV in Fig. 
t, The peak of this curve is approximately 10 to 15 
MEV, indicating that raising voltage above this point 
does not increase x-ray penetration. These data 
also confirm previous theoretical calculations which 
show that the mass absorption coefficient for vari- 
ous materials reaches a minimum point when in- 
creasing x-ray voltage. The minimum mass absorp- 
tion coefficient for aluminum is obtained with an 
effective voltage of approximately 22 MEV and for 
lead at 4 MEV. 

In addition to x-ray penetration, there are two 
other factors which need to be considered to deter- 
mine the performance of a radiographic unit—the 
x-ray output is a function of voltage and frequency 
of the x-ray pulses, and the field coverage is an 
inverse function of voltage. The x-ray output de- 
creases inversely with the square of the distance, and 
increases approximately as the third power of the 
voltage. The exposure time for a given thickness of 
material is a direct function of x-ray output, and x- 
ray coverage is a function of field size. 

Raising the Output—One method of improving the 
output of high-energy x-ray apparatus is to increase 
the number of pulses which increases r/minute out- 
put without reducing field size. This is done in beta- 
tron equipment by either a frequency multiplier of 
the static, or electronic, type or a motor-generator 
set. Since x-ray output is a direct function of the 
number of pulses, the greater the number of pulses, 
the greater the output. By increasing the frequency 
of the betatron from 60 cycles to 420 cycles, the 
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x-ray output is increased seven times. This produces 
high x-ray output at the most penetrating voltage 
with the maximum x-ray field size. 

The radiographic speed was evaluated as a func- 
tion of the area covered, as well as the x-ray output. 
Shown in Fig. 5 is a diagram of half intensity beam. 
The x-ray field is reduced as the voltage is increased, 
and the total radiographic capacity of the unit for 
industrial inspection is affected. Another way to 
state this is that at 25 MEV the x-ray output should 
be more than twice that at 15 MEV to produce the 
same coverage in a given time. Of the two methods 
of increasing x-ray output of betatron equipment, 
increasing the frequency is the more desirable since 
this does not reduce the field size. 

Since the radiographic process is a shadowgraph 
technic, the effective size of the focal spot of any 
x-ray unit factor. 
possible at high energy since most of the energy is 
converted to x-rays and very little to heat; there- 
fore, heat dissipation is not a problem. The focal 
spot as measured on betatron equipment is in the 
order of 1 x .38 mm. The effectiveness of the small 
focal spot can be noted in Fig. 6 in the radiograph 


becomes a Small focal spots are 


of a 0.001-in. artificial crack in a 2-in.-thick steel 
block. Note the definition in this enlargement of 


almost two times. This enlargement technic can be 
used in those inspections where a maximum of film 
detail is required. 


Technics Must be Altered 


The effect of high-voltage x-rays on films is of 
importance in the application of high-energy radia- 
tion. Standard technics used at lower voltages have 
had to be altered to meet the requirements of this 
energy range. Lead screens have proven effective 
in increasing the radiographic speed due to the pro- 
duction of a secondary radiation which is more ef- 
ficient in sensitizing the emulsion than the high- 
energy radiation. The effectiveness of the 
to some extent is dependent upon the thickness of 
the lead used. Fig. 7 shows the response of the lead 
screen to this radiation. It noted that the 
greatest intensification factor is obtained for a thick- 
ness of lead screen appreximately .040-in, However, 
the range of .030 to .060 in. is quite effective, and 
in many thinner 
they are lighter and easier to handle. 

The secondary purpose of the usual lead screens 
is that of providing filtration for scattered radiation. 
For the higher voltages this is not an appreciable 
factor since it can be shown that the scattered radia- 
tion is predominantly in the forward direction and 
the lead screen has little filtering effect upon the 
component of the scattered radiation. 


screen 


can be 


eases the sereens are used since 


high-energy 

There is a noticeable “graininess” apparent in high- 
voltage x-ray film. This, it is believed, is caused by 
photoelectrons generated in the emulsion, producing 
a secondary effect on the film. It is believed 
that the high-voltage electron’s path of travel in 
the emulsion is appreciable and, as a result, 
blurring of the image is obtained. Films were ex- 
posed at 250 kv and 15 MEV for comparison and 
show visibly the effects of the “graininess” at high- 
voltage x-rays. This 


also 


some 


(Please turn to page 178) 
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Greater emphasis by users on the quality of the castings they 
buy can prove costly to the foundryman who neglects to keep 
pace with this trend. As pointed out by the author, means for 
improving quality are available to all foundries and their ap- 


plication cannot wisely be delayed 


HE TERM “quality control’ has come to have 

several meanings. Generally, as we use the term 

in the foundry, it has to do with the maintaining 
of the quality levels of materials, workmanship and 
processes, with the aim of minimizing scrap losses 
and reducing costs. Unless a quality control program 
attains the end purpose of cost reduction it is of ques- 
tionable value. 

Statistical quality control was one of the first tech- 
niques to be used in the trend toward formal control 
It involves the use of math- 
Because 


of the foundry processes. 
ematics to evaluate fluctuations in quality. 
of this, many foundrymen tend to shy away from its 
use, feeling that it is too complicated and therefore 
difficult to operate and administer, Actually, for 
practical application the mathematics have been re- 
duced to the handbook variety. An understanding of 
the complexities of statistical quality control is not 
necessary to its successful use by shop operating per- 
sonnel. The graphical representation of the data is 
easily interpreted with little training, provided the 
supervisory people involved are not overwhelmed by 
an unnecessary exposition of the mathematics under- 
lying it. 

An example to suggest the usefulness of statistical 
quality control will suffice here since there are sev- 
eral excellent presentations in the literature detailing 
the use of the process. (See Transactions, AFS, 1952, 
pp. 462-465, 511-516, 536-538, 655-665. Also FOUNDRY, 
December, 1952, p. 92; October, 1953, p. 110; Decem- 
ber, 1953, p. 120.) 

Here’s How It Works—Consider a foundry faced 
with the problem of controlling its molding sand mois- 
ture in order to improve surface finish. It has been 
found experimentally that its sand moisture content 
must be controlled between 3.0 and 3.8 per cent for 
the desired results. 

To follow the progress toward control, an ‘‘Average 
and Range” chart is set up. On this chart groups of 
moisture test results are plotted daily. After suffi- 
cient data are accumulated, it can be determined with- 
in what percentage range the moisture will occcur 90 
per cent of the time. If this range should be between 
2.5 and 4.3 per cent, it is obviously too great to pro- 
duce a large proportion of good sand or good castings. 

It may be decided that the operator is not of the 
required caliber and he is replaced with a top-notch 
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man. Again after a sufficient accumulation of data 
limits are computed; if they show a narrower rangi 
it is evident that the operator is an important facto: 
in control—provided, of course, no other change has 
been made. If the sand moisture control is then sat- 
isfactory, it may be advisable to set up a pay incen- 
tive to insure top performance and to reward the 
operator. The control chart may or may not be con- 
tinued, since the employee’s earnings will be indica- 
tive of quality. Continuation of charts beyond thei: 
usefulness can result in a loss of interest and unnec- 
essary work. 

But should the change of operators not produc: 
the desired results further steps should be taken, on: 
at a time. It is possible that the sand preparation 
system is incapable of producing the desired quality. 


At this point it becomes necessary to consider revising 


or replacing the sand system. 

This quality control procedure may appear to in- 
volve unnecessary effort. However, the control charts 
report the facts as they are and the result is not 
colored by opinion which may be based on insufficient 
data. 

This method can be applied to any phase of an op- 
eration which can be measured, including pouring tem- 
perature, physical properties of metal, pattern wear. 
core oven temperatures, and many other variables. 
The chart should be continued where simple check 
points, such as in the example cited, are not present. 
In such cases trends can be followed and sudden devia- 
tions quickly pinpointed. It should not be assumed 
that the Average and Range chart is the only useful 
technique of statistical quality control, although it 
is the most widely known. 

The gathering of data and working them into chart 
form does not require specially trained personne] al- 
though the procedure should be supervised by a per: 
son who has made a study of statistical procedures. 

The foundry supervisor who desires to improve qual- 
ity will be well advised to consider the application o! 
statistical quality control. He should not be too con- 
cerned about the complications of higher mathematics 
As already pointed out, handbooks and other litera- 
ture on the subject are available. 

Comprehensive Inspection — Another technique 1 
quality control is finding widespread application i 
the foundry industry. (Please turn to page 199 
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CASTING DEFECTS. . . 


Their Causes and Kemedies 


Production of defective castings is practically unavoidable in 
the foundry, but there are means of keeping the percentage of 
The author lists many of the common 
their 


wasters at a minimum. 
defects and offers recommendations for 


N THE production of sand castings some defective 
work will occcur, regardless of the stringency of 
supervision and inspection. Ascertaining the causes 
usually calls for a thorough investigation of all con- 
tributory factors. It is possible to classify foundry 
casting faults in a convenient way for readily check- 
ing production and fixing responsibility for errors. 

Customary practice in many foundries is to employ 
a sort of ceiling figure as a normally acceptable per- 
centage permissible for defectives on all jobs under- 
taken. This figure is applied as a general allowance 
covering all jobs that are estimated. Production costs 
and the price quoted a customer therefore generally 
are based upon such a standard allowance, and any 
inaccuracies in this value will be reflected—often very 
adversely, as the author has occasion to know—in the 
general financial aspects of the business. 

The most reliable and efficient method is, of course, 
to determine the correct minimum of faulty work 
which should be associated with each particular job. 
Such a value, incidentally, is ascertained from a care- 
ful analysis of every phase of the casting procedure 
under review. 

Furthermore, during the course of normal casting 
production, repeated checks should be made to insure 
that this initially ascertained waster value remains 
in conformity with production methods and results. 
Often, when production has got under way, minor 
snags are detected and eliminated, and castings of 
improved quality are obtained. On the other hand, 
it also sometimes happens that the original waster 
allowance is nullified unwittingly because of the va- 
garies of the actual molder or some unwise decision 
made by low-level supervision. As a result, defective 
work may be increased considerably throughout the 
rest of the production run, setting awry the estimates 
and costs established at the outset. 

Generally speaking, the causes of waster and defec- 
tive work may be classified into three broad cate- 
gories: 

1. Use of unsuitable raw materials, equipment, ap- 
pliances and treatment. 

2. Unsatisfactory molding practice by the individual 
molder. 

}. Those which arise directly or indirectly as a re- 
sult of managerial policy covering the purchase of 
raw materials, accessories, fixing of timing allowances, 
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elimination 


oe oe oe oe 


the settling of production procedures, general works 
discipline, and various other rather more intangible 
yet important contributory factors. 

By segregating the causes of foundry wasters under 
each of the three groupings, foundrymen quickly can 
establish responsibility and determine the remedies 
available. Before considering each category in great- 
er detail, some of the most common casting defects 
should be mentioned. 

Porosity or Blowholes—These defects are usually 
associated with the internal wall structure of the cast- 
ing. They arise from both one or a combination of 
causes. Excessive gassing, trapped air in the sand 
mold, poor feeding and overheated metal are some of 
the most common. 

Cracking—This is caused largely by design features 
of the cast component. If extremely thin and slender 
wall sections are abutted directly onto heavily massed 
sections, unequal shrinkage occurs when the casting 
cools, leading to distortion and eventual cracking of 
the thinner sections. Unequalized internal 
may be set up, such strains being later released when 
that portion of the casting is machined at the surface, 
and again cracks will develop. 

Much can be done to overcome such 
features by proper feeding and location of the gate. 
The thickest sections preferably should be situated 
closest to the sprue and gating channels. Alterna- 
tively, the design features of the component itself 
osten may be improved by providing cross-ribs, fillets, 
hosses and webs, which will strengthen the section 
against unequalized shrinkage pulls. 

Scabbing—This is a very common form of surface 
defect, distinguished usually by a raised patch which 
may protrude from 1/32 to 3/16 in. above the normal 
surface of the casting. The surface of the scab will 
be exceedingly rough. Although clearly defined, such 
scab patches usually have a very irregular outline and 
may extend over a considerable area, The underly- 
ing cause of this fault is displacement of the sand 
by the molten metal, which usually penetrates beneath 
thin layers of sand lifted from the mold surface. 

Misaligned joints arise chiefly because of bad plac- 
ing of cores, insecure sprigging, faulty alignment of 
flasks, fallen sand from sides of the mold and so forth. 

Loose Sand Spots—Usually these are located on the 
external or internal surfaces (Please turn to page 183) 
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Proper Time To Open Slag Hole 
We melt 6 tons of stove- 


plate scrap each heat and use oy- 
ster shells for flux. When is the 
best time to open the slag hole? 
Is there any disadvantage in open- 
ing it too soon? 


RUN? The time for 


the slag hole is reckoned on the 


opening 


time the cupola is in blast and not 
on the weight of the charge. 
example, you could melt 6 tons of 
iron in a 60-in.-diam cupola in less 
than half an hour. You would not 


For 


require fluxing material of any 
kind. The amount of slag hardly 


would be noticeable. If you were 
to melt the same amount of iron in 
a 24-in. furnace, you would have 
to add a fluxing agent to every 
and then draw the 
away regularly for two hours or 


charge, slag 


more. Otherwise the cupola would 
choke—that is, bridge over and 
cease melting. In the ordinary 


foundry the size of the cupola is 
based on the total amount of iron 
that will be required over a period 
ranging from one to two hours in 
the afternoon. 

Usually the slag hole is opened 
after the cupola has been running 
about an hour. This depends on 
the condition of the cupola, char- 
acter of the charge, and the amount 
of slag that has collected. In many 
instances the slag hole is made up 
the same as the tap hole and left 
open from the beginning to the end 
of the heat. Some foundrymen in- 
opening and 


regular 


sist on closing the 


slag hole at intervals. 
They claim a 


blast is wasted while the slag hole 


certain amount of 


114 





is open. There is no disadvantage 
in opening the slag hole too soon. 
The foundryman waits’ because 
there is no slag in the furnace un- 
til after it has been running for 
some time. Generally, the 
hole is opened some time less than 
an hour after the first tap. 


slag 


Cracks Develop in Annealing 


| QUESTION] Recently in our foundry 
in India we have experienced crack- 
ing of malleable iron castings as 
indicated in the accompanying 
sketch. This peculiar behavior has 
suddenly appeared during normal 


production. The cracks develop 
during annealing since we have 


examined the castings before an- 
nealing, and they do not show any 


hair cracks under a magnifying 
glass. Such cracking is about 15 


to 30 per cent of the total charge 
annealed in the same_ furnace. 
Other castings made of the same 
composition do not exhibit any 
cracks. 


| ANSWER] Cracking of the casting 
probably has no relation to chem- 


ical composition. Rather it is the 


bonne... 
’ 


Hair cracks appear after annealing 
result of internal stresses in the 
hard casting which, during heat- 
ing in anneal, become accentuated 
beyond the ability of the metal 
to sustain due to unequal heating 
rates. The stresses are set up be- 


cause different parts of the cast- 


ing freeze and cool at different 
rates in the mold. 
Correction of this problem in- 


QUESTION 


volves the question of pouring rat: 
pouring temperature, and hardnes 
of the mold. Pouring temperatur 
“too high” is probably the majo: 
factor, and there may be other: 
which we have not enumerated. 


Present Pattern Forms Master 
Crea We are getting started 


in shell molding and are concerned 
with the problem of metal patterns 
necessary, Can you give us any in- 
formation on the procedure in 
duplicating or, in other words, us- 
ing our present wood patterns fo 
making working aluminum alloy 
patterns by adding some substanc 
to eliminate the shrink so that th: 
resulting castings will be near to 
their original dimensions? Also 
has it been definitely established as 
to the weight of various metals 
which may be cast successfully in 
shell molds without backing; sa\ 
13 x 24 in, with 1, to 5/16-in. thick- 
ness? Of course, we realize that 
difference in sand grades and 
amount of resin used may mak 
some difference. 


RUE? By use of either “high 
expansion” or “medium-high ex- 
pansion” types of gypsum or plas- 
ter of paris, you can make alumi- 
num matchplates from your pres- 
ent wood patterns as the ‘“mas- 
ters.” The “high”? type expands 
from 0.125 to 0.185-in. per ft while 
the “medium” type expands from 
0.120 to 0.140-in. per ft. 

Amount of expansion is 
trolled by the “consistency” or 
quantity of water added. Highest 
expansion is secured with low 
amounts of water, and such mixes 
do not flow freely and must 
tamped into place. Hence it is 
preferable to select a plaster whi 
will provide the desired amount ol 
expansion with greater amount 0! 
water due to better flow characte! 
istic. 

Details on the procedure for mix- 


con- 
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D ing and handling expansion plasters 
may be obtained from the produc- 
Briefly, two methods are em- 


ers, 
ployed. In one the expansion 
plaster is poured on the wood pat- 
tern, which is properly coated with 
a release agent. From this a cast 
of high-strength, low - expansion 
type of plaster is made, and consti- 
tutes the pattern in enlarged form 
which is used to produce the alu- 
minum alloy matchplate. In the 
other method a mold is made of a 
fine grade of green sand such as 
No. 00 Albany. Mold should be 
rammed firm, but not as hard as 
for a metal casting. Face of the 
mold is dusted or coated with a 
dry parting material, and then the 
expansion-type plaster poured into 
the cavity. This cast then is the 
pattern from which the matchplate 
is made. 

So far as we know there 
set rule as to the amount of metal 
or alloy which can be poured into 
a shell mold without backing. Cer- 
tain small castings in aluminum, 
stainless etc., have been 
poured without benefit of backing. 
The only way to find out definitely 
is to pour molds with and without 
making measurements on 


is no 


steel, 


backing 
the castings so produced, and com- 
paring them, 


Metal Mold for Small Pulleys 
A long time ago we re- 


call a description in an issue of 
FOUNDRY of a device for casting 
small gray iron pulleys in a per- 
manent mold. We have an order 
for a large number of similar cast- 
ings and would appreciate informa- 
tion on the equipment since we 
may be able to adapt it to our use. 


EON The permanent mold 
equipment about which you _in- 
juire consisted of a heavy perma- 
nent base mounted on four legs 
ini planed perfectly true on the 
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upper face. Two heavy castings 
also machined accurately to form 
the outside of six pulleys are 
mounted on the base. One half is 
attached to the base plate while 
the other half is moved back and 
forth in a straight line by a suit- 
able lever and toggle arrangement. 
The inside, top and bottom edges 
of each pulley are made with dry 
sand cores. 

and in 
the 


operation 
afterward, 


In beginning 


regular sequence 


ANSWERS 





Cores Are Not Satisfactory 
Metal appears to burn 


into the ribs on a machine tool 
table 4 x 8 ft, approximate weight 
6000 lb. The pattern is molded 
flat face down in the drag. A dry 
sand core serves as a cope and 
also forms the ribs. Core sand 
mixture contains 80 qt silica sand, 
4 qt oil, 2 qt iron oxide, 2 qt pitch 
compound, 1 qt corn flour. 


| ANSWER ] If you are using all of 


that binder in one batch of sand, 
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Permanent mold and dry sand core employed in production of pulleys 


mold is opened and all loose sand 
blown out with an air jet. The top, 


bottom and center cores are as- 
sembled and slid into place in the 
stationary half of the mold. The 
movable half of the mold is then 


pushed forward. Screw bolts hang- 
ing from a bar along the top of the 
movable half hold the cores down 
while the mold is filled with molten 
metal. 


A flat on the 
coreprint insures that the top and 


area side of each 
bottom halves of each core will be 
assembled in proper relative posi- 
Each pulley is 
poured through a small pop gat 
on the hub in the Produc- 
tion with the mold was about 300 


tion to each other. 
core. 


castings a day. 


it appears that an overdose of 
binder is the cause of your trouble. 
Omitting the iron oxide, which is 
not a binding agent, the total of 7 
qt of binder to 80 qt sand shows 
a ratio of 1 to 11.43. The average 
foundryman is accustomed to ra- 
tios ranging from 1 to 20 up to 1 
to 80 depending on conditions, type 
of sand and type of binder. A core 
made from a mixture of one part 
any kind of binder to 11!» parts 
sand would produce a core about 
as hard and permeable as a paving 
stone, 

Another feature that does not 
add up right is the total amount of 
sand. Eighty sand 
would fall a 
filling your corebox. 


quarts of 
long way 
We 


short of 


suggest 
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silica sand bonded with oil 1 to 40 
for facing the ribs. Remainder of 
the core could be nearly all a black 
sand mixture bonded with a pitch 
binder 1 to 25 or 30. You don’t 
need iron oxide to increase the re- 
fractoriness, or the cereal to in- 
crease the green strength of this 
particular core. One coat of good 
blacking should give you a good 
clean core and resist any burning 
in. A considerable part of the in- 
terior of the core could be filled 
with gravel, coke or clinkers. 

A possibility exists that the 
cores are not dried properly. If 
they are damp in the center and 
remain in the mold for some time, 
say overnight or over the week 
end, the dampness might migrate 
to the surface. Surrounded by 
metal later, the steam would blow 
some of the surface covering away 
and produce a surface resembling 
a burn-in. There may be a myste- 
rious reason not shown in the evi- 
dence. 

Old - time 
cores similar to yours from a sim- 
ple mixture of sharp sand 20 parts, 
flour 1 part, wet down with clay- 
wash. In more recent years pro- 
prietary binders, with pitch or 
cereal base, have taken the place 
of flour. 


foundrymen made 


Wants Better Way To Dry Ladle 
We line our hand ladles 


with a mixture of fire clay and 
sharp sand. Apparently they are 
dry before they are used, but the 
first iron boils and has to be pigged. 
With a large number of ladles in 
use this entails quite a loss. We 
shall appreciate information on 
how to dry the ladles properly. 


MWiaaem Your trouble is one that 


is almost universal in the foundry 
where apparently it attracts little 
attention. It is recognized as one 
of the little leaks. The average 
person is too much interested in 
the major troubles that infest the 
foundry to bother with the little 
ones. Even with a foundry em- 
ploying 50 men using hand ladles 
the total amount of iron required 
to dry the ladles may not exceed 
900 lb. The loss on this iron is 
the cost of melting, since the metal 
goes back to the cupola later. 

The type of homemade cast iron 
hand ladle in use in many found- 
ries is a survival of an almost pre- 
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historic model and is opposed to 
all common-sense principles. The 
molder knows that the steam must 
escape before the molten iron will 
lie quietly. Yet he persists in daub- 
ing the wet lining material against 
the face of an air-tight container. 
The ladle may be subjected to a 
high heat in an oven, but a little 
moisture is almost sure to remain 
between the ladle lining and the 
shell of the ladle. The obvious 
remedy is to provide vent holes in 
the shell for the steam to escape. 
In many places the hand ladles are 
heated red hot in a coal or coke 
fire. In others they are placed 
mouth down over openings above 
a coal, coke, gas or oil fire. 


Decreasing Casting’s Hardness 


We now run charges of 
600 lb in our 36-in. cupola using 
equal amounts of pig (2.75 per cent 
Si), stoveplate scrap and No. 1 
cupola cast. We would like to have 
about 1500 lb or more of good ma- 


chinable castings per day, and 
would like to know if we could 
make this using a 1000-lb ladle 


with suitable additions. If that is 
possible what additions will serve? 


TEise A rough calculation in- 


dicates that your present iron over 
the spout runs about 2.10 to 2.15 
per cent Si, and evidently that con- 
tent is too low to provide machin- 
ability in certain castings. How- 
ever, you neglected to state what 
section thickness is involved, but 
we suspect that it is thin, and that 
probably the trouble is with what 
is termed “hard edges’. We be- 
lieve that if that condition is not 
too severe you can overcome it or 
at least alleviate it considerably by 
addition of some type of graphit- 
izing agent to the ladle. 
Graphitizing agents include 
coarse graphite, ferrosilicon, nickel- 
silicon, silicon - titanium - calcium, 
silicon-manganese-zirconium, ete. 
Amount of the particular agent to 
be added, of course, will depend 
upon the desired results, and you 
will have to do some experimenting 
to determine the proper quantity. 
If the iron is sufficiently hot, we 
believe you can accomplish the de- 
sired results by making additions 
in ladles as small as 100-lb capac- 
ity. For example, you could try 
addition of 10 oz of 85 per cent 
FeSi or suitable amounts of other 


agents placed in a paper bag. Rui 
in a couple of inches of iron in th: 
ladle, and while the stream is run 
ning throw the bag into the ladl 
at the juncture of the bath surfac 
and stream, 


Core Sand for Small Bushings 


We shall appreciate in 
formation on a suitable core san 
mixture for a bronze bushing, 16 
in. in length, 2% in. ID and 3%. 
in. OD. Metal is 85-5-5-5 and is 
poured at a temperature of 1900 
F. Present core sand mixture con- 
tains 60 gt sharp sand, 30 qt bank 
sand, 114 qt cereal binder, 5 qt 
oil and 5 qt water. The dried cores 
are painted with a core wash 
When the cores are knocked out 


of the castings we find a lot of fins 


where the metal apparently has 
eaten into the core. 


For a plain simple core 


23% in. diam, 10 in. in length, prac- 
tically any of a long list of cor¢ 
sand mixtures should serve satis- 
factorily. The bronze alloy 85-5-5-5 
poured at 1900° F is regarded by 
foundrymen as one of the least ad- 
dicted to cutting or burning in to 
the core. A possibility exists that 
what you describe as fins in the 
‘avity in reality are spalls lifted 
or forced from the core surface 
by gas denied exit through suit- 
able vents, or by sand lacking in 
permeability. 

Your present core sand mixtur 
is way out of line with what is 
regarded as average composition. 
Generally the amount of oil should 
be held to a minimum. A ratio 
of over 1 part oil to 40 parts sand 
rarely is necessary. Your mixture 
of 5 pt oil to 90 of sand, a ratio 
of 1 to 18, results in a core as 
hard and dense as a brick. Metal 
will not lie against it. Even with 
a high permeable sand the core 
should have a 14-in. vent opening 
through the center and a corre- 
sponding opening in the = cope 
above the core print, if the cast- 
ing is molded in a vertical posi- 
tion, or an opening at each end 
if the casting is molded in a hori- 
zontil position. 

You do not state whether th: 
core is rolled out on a plate as a 
unit, or is made in halves and at- 
terward pasted. In some instanccs 
where a vent is scratched in ad- 
joining faces of a pasted core, a 

(Concluded on page 118) 
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Clean Sand Means Better Castings / 





















Tioga Foundry Corporation, Owego, N. Y., make quality gray —" - 
iron castings such as motor end bells, and calculating Elimination of 
machine parts. They are using the new Royer ‘Scrap 

Control” to clean all sand from the shake-out floor prior to 


the mulling operation and aerating with a Royer Sand 1 Damage to spr by pa ah 
Separator & Blender. This compact unit was easily installed ae Oe: Ole ae Semen 
as part of their centralized sand conditioning system, since aia 


it is totally above floor level and no costly pits were 
involved. The entire sand conditioning station can be 
easily relocated as future foundry growth calls 


2 Damage to aerator by scrap 
for rearrangement of production layout. 3 Damage to pattern faces by 


that should have been removed. 


small scrap not riddled or too 


Sand is dumped into the three-sided hopper by front end enced :te: ew sided. 


loaders, core butts and large scrap are riddled out by a 
standard Royer Shake-Out, fine scrap is removed ™ Necessity for hand riddling by 

by magnetic pulley and clean sand at discharge rate of molder. 
60 tons/hr. is discharged into a skip hoist for transmission 4 
to the muller. After mulling, sand is aerated by a Royer 
Sand Separator & Blender and the clean, 
fluffy sand is ready for molding. 


Casting rejects due to small 
metal scrap on the mold face. 





An experienced foundry engineer is available to discuss 


: J : . g Export Department, 306 W. Washington Blvd 
this unit with you. Send us your inquiry. 


Chicago 6, Ill., U.S.A. Cable: ASMAN 





ROYER FOUNDRY & MACHINE CO. 12,cmNct sr 


ebruary 1954 












(Concluded from page 116) 
careless operator may allow paste 
to fill the vent channel and thus 
destroy its usefulness. 

By observing the foregoing 
items, and by reducing the oil con- 
tent from 5 qt to 2, you should 
be able to use your present core 
sand mixture. However, if you 
want to try others, the following 
are recommended by the Non- 
ferrous Ingot Metal Institute: 1. 
Washed and dried silica sand 120 
parts, cereal binder 2 parts, resin 
binder 4 parts, moisture content 
5 to 6 per cent. 2. Washed and 
dried silica sand 14 parts, molding 
sand 4 parts, cereal binder 1 part. 
Cores to be baked 1 hour at 400 
to 450° F. 


Make Pattern for Name Plate 
CEI What method usually is 


employed for making patterns for 
cast bronze name plates? We want 
to get neater letters and figures 
than those used on patterns for 
general application. 


tiga The usual method for 


making name plate patterns is to 
prepare a wood pattern of the 
background surrounded by a raised 
border. The border may be plain, 
or ornamental. Then the patterns 
and numbers and any other items 
are attached with shellac. Since a 
rough background usually is pre- 
ferred to a smooth plain face, the 
effect may be produced by indent- 
ing the pattern face with a small 
punch before the letters and fig- 
ures are attached. 

In an alternative method a 
coarse cloth is attached to the face 
of the pattern, and then shellacked 
so that the sand will not stick to 
it. The letters and figures are at- 
tached to the cloth in the same 
manner and just as readily as they 
are attached to the wood. 


A name plate pattern also may 
be prepared from plastic modeling 
clay. The clay is spread on a board 
where the entire name plate with 
any letters, figures and ornaments 
may be constructed. A _ skilled 
modeler can produce many unique 
and attractive designs by using his 
imagination. The plastic clay can 
be molded directly to make a white 
metal pattern. When chased and 
finished properly the white metal 
pattern will serve as a master pat- 
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tern for making brass working pat- 
terns. 

Letters and figures for use on 
wood patterns in a wide variety of 
styles and sizes may be obtained 
from manufacturers whose names 
and addresses appear in the adver- 
tising pages of FOUNDRY. 


Conditions Should Be Similar 
CLEGID We would like some in- 


formation relative to moisture con- 
tent of sands bonded with cereal 
and sulphite liquor. Moisture varies 
from 2.0 to 4.5 per cent and what 
we would like to know is: (1) Is 
true moisture content arrived at by 
weighing sample immediately after 
removing from oven or under 
blower? (2) If when sample is re- 
moved from oven or under blower 
it is placed under cover and al- 
lowed to cool to room temperature, 
does reweighing at this time rep- 
resent true moisture? (3) If sam- 
ple is removed from oven or under 
blower and allowed to cool under 
cover would there be any variation 
in the reading between a sample 
removed and weighed immediately 
or one which has been allowed to 
cool according to changes in mois- 
tures from 2.0 to 4.5 per cent? 


To obtain consistent re- 
sults determinations should always 
be conducted under some _ estab- 
lished standard conditions, and 
since the moist sand is weighed at 
room temperature, the dried sand 
should likewise be weighed at the 
same temperature. Just how much 
difference there would be between 
sand samples weighed under con- 
ditions 1 and 2 which you mention 
will depend upon the temperature 
differences and weighing device. 

Warm or hot materials cause 
convection currents to form in air 
which, in the usual laboratory bal- 
ance, would cause erratic swinging 
of the pointer. Also, since the bal- 
ance requires arms of equal length 
for accuracy, heat from the sample 
transmitted to one arm could cause 
sufficient expansion to result in a 
definite inaccuracy—showing the 
sample being weighed heavier than 
it actually would be at room tem- 
perature. 

We do not know what differences 
would occur under the two condi- 
tions of weighing, but you could 
easily determine that for yourself 
by weighing the sample while hot 
or warm as the case may be, plac- 
ing it under cover to cool, and then 
weighing again. 


Term Not Exactly Definable 
Can you give us a d- 


9» 


finition of what a “bull ladle’ is? 
While it appears a simple thing, we 
cannot seem to grasp the idea ‘> 
enable us to translate to our ov 1 
foundry terminology in Spanish. 


Unfortunately, the ter: 
“bull ladle’, like many other founc- 
ry designations, is not subject t» 
exact definition. While in som 
foundries the term is applied t» 
any ladle which cannot be carrie | 
by one man, we believe in generz! 
“bull ladle’ usually refers to 
ladle beyond the carrying capacity’ 
of two men—or about 300 lb. 


Strainer Gates Filter Metal 
QUESTION 7 We are preparing to 


manufacture globe valve castings 
from 11% to 5 lb in weight in the 
85-5-5-5 alloy from patterns mount- 
ed on matchplates. Castings must 
withstand a water pressure test of 
150 to 250 psi. We propose to 
pour the metal at a temperature of 
2150 to 2175° F. Will the use of a 
strainer core increase pressure re- 
sistance and improve the quality of 
the castings? Will use of such 
cores require increase in pouring 
temperature, and will such increase 
in temperature offset any benefits 
gained? Will a dusting of flour on 
the mold surface improve the sur- 
face appearance of the castings? 


Essential function of th: 
strainer core is to remove any for- 
eign inclusions which might be 
present in the metal stream. It 
also acts as a choke. From those 
points of view the strainer core can 
be looked upon as an aid in pro- 
ducing better castings since it per- 
mits only clean metal to enter the 
casting cavity, and by decreasing 
the rate of entry of the molten 
metal, reduces turbulence. 

While the total area of the holes 
in the core is less than that of the 
sprue, no increase in temperaturé 
usually is required since thin core 
heats up rapidly to the tempera- 
ture of the metal, and creates lit- 
tle if any temperature differential. 
While some nonferrous foundrymen 
favor dusting a thin film of flour 
on the mold face to provide 4 
smoother surface and better peel- 
ing, the practice is far from uni- 
versal. With fine-grain sand of 
good refractory quality, small 
bronze castings, including globe 
valve castings will strip cleanly. 
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THERMOTOMIC “HOTOP” LIQUIDIZER 


Exothermic Carbon Free Liquidizer For Iron, Steel, Nodular Iron 


This new head compound saves feeding metal in risers or feeding heads 
which can now be reduced in height 40 to 70% 


SOFFEL’S THERMOTOMIC HOTOP CAR- 
BON FREE LIQUIDIZER is different from other 
head compounds in that HOTOP LIQUIDIZER does 
NOT contain powdered metal, is NOT a thermit com- 
pound. It is a patented exothermic compound entirely 
free of carbon, sulfur and phosphorous and can be used 
“ways danger of contamination on any ferrous metal or 
alloy. 


GUARANTEED TO PRODUCE 


HOTOP LIQUIDIZER also saves molding time 
as less sand is needed in the mold cope due to short 
height of risers. HOTOP LIQUIDIZER produces 
a liquid slag well over 4000° F. of heat and insulates 
the metal. The feeding metal will remain liquid at 
least 50% longer assuring adequate feeding while the 
casting cools and solidifies. Piping and shrink cavities 
caused by premature freezing of the feeding metal are 
eliminated. 


SOLID CLEAN CASTINGS 





SOFFEL'S FAMOUS CARBON FREE LIQUIDIZER 
FOR ALL METALS and ALLOYS 


SOFFEL’S EXOTHERMIC CARBON FREE LIQUIDIZER is the ieader in major foundries for use on both ferrous and 
non-ferrous metals and also in ingot production. It is the original scientific non-carbon, exothermic compound 


for feeding heads and risers. 


When applied on the heads or risers CARBON 
FREE LIQUIDIZER reacts within itself exothermical- 
ly, producing a temperature above 3200° F. It actual- 
ly increases the temperature of the feeding metal to a 
point well above that of the metal in the main body 
of the casting, thus ensuring that the feeding metal will 
be the last to freeze. In this manner, shrink cavities in 


the casting caused by premature freezing of the feeding 
heads will be eliminated. After the exothermic action 
has ceased, the LIQUIDIZER forms a soft refractory 
insulating blanket on the metal. ‘This confines the heat 
generated by the LIQUIDIZER and aids in maintain- 
ing the desired high temperature of the feeding metal 
in the heads or risers. 





SOFFEL'S THERMOTOMIC COMPOUND 


PATENTED 


FOR ALL METALS and ALLOYS 


THERMOTOMIC COMPOUND is a patented 
Exothermic compound that can be molded into any de- 
sired shapes and used as feeding ring inserts under risers 
or as facing application where it is desired to maintain 
THERMOTOMIC per- 
mits reversal of the trend towards large feeding heads 
and risers, making it possible to use heads that are short- 
' feeder openings. 


fluidity of the casting metal. 


er and more compact with 1! 


This permits easy removal of the casting feeding heads 
and sharp reductions in cleaning and finishing costs. 
When THERMOTOMIC is used as inserts or as tac- 
ing mixed with molding sand in the mold, heat at thin 
metal sections is retained until the thick main body ot 
the casting has solidified, thus eliminating shrink cracks 
and improving grain structure and tensile strength. For 


use in green sand molds, use THERMOTOMIC W. P 
(Waterproofed ) 


NOTE: SOFFEL’S CARBON FREE LIQUIDIZER NO. 5 is recommended for use on top of feeding heads 


in conjunction with THERMOTOMIC COMPOUND. 
When ordering a trial sample, advise the kind of metal to be used on. 


and AL-X31 LIQUIDIZER. 


For aluminum castings, use THERMOTOMIC ABC 


U. S. Patents No. 2,490,327 and No. 2,500,097 


PITTSBURGH METALS PURIFYING COMPANY 


World's Largest Manufacturer of Fluxes and Purifiers For All Metals and Alloys 


1352 MARVISTA ST., N. S. 


19n 


PITTSBURGH 12, PA 
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Men of Industry 





ARL 8S. HOWARD, until recent- 

ly vice president, Foundry Di- 
vision, Canadian Car & Foundry Co. 
Ltd., Montreal, Canada, has been ap- 
vice president of the Steei 
Foundry. E. W. Johnson, formerly 
sales manager, Car Division, has 
been named vice president in charge 
of sales railway car equipment. G. G. 
Walsh, formerly manager of person- 


pointed 


nel and industrial relations, has be- 
come assistant vice president in 
charge of industrial relations. 

* + . 

Thomas Kaveny Jr., president, 
Herman Pneumatic Machine Co., 
Pittsburgh, has been elected a _ na- 
tional director of the American 
Foundrymen’s Society to serve the 
unexpired term of Victor F. Stine, 
Pangborn Corp., Hagerstown, Md., 


who has resigned. Mr. Kaveny, who 
has been associated with the Herman 


company since 1927, has served on 
various committees of the AFS and 
is currently a member of the Con- 


vention and Exhibits Policy Commit- 
tee. He has been active in affairs 
of the Foundry Equipment Manufac- 
Association, serving as_ its 
president in 1945 and 1946 succes- 
sively. From 1943-44 he was 
of the Foundry Equipment and Sup- 
plies Section, Tools Division, War 
Production Board, and in 1951 was 
appointed consultant, Foundry 
Equipment and Supplies Section, 
General Industrial Equipment  Di- 
NPA, Washington. He is 
trustee and vice presi- 

Foundry Educational 


turers 


chiei 


vision, 
currently a 
dent of the 
Foundation. 


¢ ¢ ¢ 


Norman E. Westphal has been ap- 
pointed director of research and en- 
gineering at the Michigan City, Ind., 
and Erie, Pa., plants of Weil-McLein 
Co. William E. Misch, formerly as- 
Sistant plant manager, has succeed- 
ed Mr. Westphal as manager of the 

City plant. William J. 
has been named assistant 
foundry superintendent there. 


Michigan 
Freyer 


a ° Sl 
Clarence E. Killebrew has_ been 
elected vice president, Ciark Equip- 
ment Co., Buchanan, Mich. Formerly 
manager for marketing and sales in 
Clark's Construction Machinery Di- 
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Killebrew will have 


responsibility in 


vision, Mr. simi- 


lar his new 
sition and will be in charge of sales 
and marketing of 
cranes and draglines and a new line 


of bulk-handling and earth-moving 


po- 


power shovels, 


equipment. <A graduate of Alabama 
Polytechnic Institute, he went to 


Clark Equipment Co. last year from 
Frank G. Hough Co., Libertyville, 


Ill., where he was general sales 
manager. 
A ° ° 
Gustav A. Schwenk, for the past 
year operations manager, Bohn Alu- 
minum & Brass Corp., Detroit, has 


the 


vice president of 


been elected a 





KARL S. HOWARD 
. steel foundry vice pres. 





G. G. WALSH 
CC&F Ltd. vice pres. 


company. Mr. Schwenk is a grad- 
uate of Wesleyan University and 
was previously associated with 


George H. Elliott, management con- 
sultants, New York. 


° ° ° 
H. Stuart Auvil has been appointed 
director of the coke research center 


established recently by Semet-Solvay 
Division, Allied Chemical & Dye Corp., 
New York, at its Ashland, Ky., plant. 
Mr. Auvil will conduct studies on coal 
carbonization to aid in production of 
improved coke for gray iron foundry 
and blast furnace use. He was re- 
cently associated with Fuel Research 
Laboratory Inc., Indianapolis 
4 ¢ + 

Lawrence A. Gerber has joined th 

sales engineering staff, Honan-Crane 


Corp., subsidiary of Houdaille 
Hershey Corp., Lebanon, Ind., oil 
filters and automatic conveyors. Mr 
Gerber, with headquarters in Dayton, 
O., will cover southwestern Ohio, 
southeastern Indiana and_ eastern 
Kentucky. A graduate of Miami 


previously 


University, he was asso 





E. W. JOHNSON 
railway car equipment 





THOMAS KAVENY JR. 
AFS director 
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DONALD L. GROSS 


. . » foundry equipment sales 


ciated with Morain Products Di- 
vision, GMC, Dayton, O., and E. I 
du Pont de Nemours, Cleveland 


° ° * 


Donald L. Gross has joined the 


Fred W. Fuller Co., Cleveland, where 


he will be engaged in sales repre- 
sentation for Foundry Equipment 


Co., Young Bros. Co., Shanafelt Mfg. 
National 
American Conveyor Co. 


0. Engineering Co. and 


Mr. 


Gross 


was graduated from Case Institute 
of Technology. 
© « * 
J. G. Hudson Jr. has been named 
field enginer in the Dallas-Fort 


Worth, west Texas and New Mexico 
Cleco Air Tool 
3it Co., Houston, Tex 


sales area, Division, 
Reed Roller 


7 ° ° 


L. J. Johnson has been appointed 
general manager, Mathews 
Conveyer Co., Ellwood City, Pa. Mr. 
managed the New York 
office for several 


sales 


Johnson 
field engineering 


years and recently returned to the 


home office where he was assistant 


sales 


manager 





L. J. JOHNSON 


Mathews Conveyer sales 





WILLIAM H. FELLOWS 
Bay State sales head 


ROBERT C. DIVOLL 
Norton sales, Pittsburgh 





William H. Fellows, for 5 years Chi- 
cago district manager, Bay State 
Abrasive Products Co., has been ap- 
pointed sales co-ordinator with head- 
quarters at the company’s home of- 
fice in Westboro, Mass. Mr. Fellows 
was graduated from University of 
Illinois and joined the company in 
1945. Richard P. Brown Jr. has 
succeeded Mr. Fellows as_ district 
manager in Chicago. Mr. Brown at- 
tended Northwestern University and 
has been associated with the Chicago 
branch office and warehouse since 
1936. He has been abrasive engineer 
there for 10 years. 


° ¢ ¢ 


Jack M. Esten has been appointed 
abrasive engineer in North Carolina, 
South Carolina, Virginia and part of 
Tennessee, for Norton Co., Worces- 
ter, Mass. Mr. Esten was graduated 
from Worcester Polytechnic Insti- 
tute and was associated with John 
A. Roebling’s Sons, Trenton, N. J., 
prior to joining Norton. Robert C. 
Divoll has been named field engineer 


working out of the Pittsburgh dis- 


engineer, 








RICHARD P. BROWN JR. 
. abrasive sales, Chicago 


JACK M. ESTEN 
Norton 











JAMES WOODWARD 
heads Reading Foundryme 


trict office. Mr. Divoll, graduate « 
Clark University, joined Norton C 
following military service. 


¢ ° ° 


James Woodward, elected president 
of the Reading Foundrymen’s Asso- 
ciation, is foundry superintendent, 
Excelsior Brass Works Inc., Reading 
Pa. Mr. Woodward was graduated 
from Pennsylvania State College and 
spent two years as foundry foreman 
with Culpeper Foundry & Machin 
Works, Culpeper, Va., until 1944 
When he entered military service 
with the Marine Corps. He hag been 
active in the Reading Foundrymen's 
Association and served as chairman 
of the education committee and as a 
member of the executive committee 


° ° ¢ 


Frank M. Hunter has been appoint 
ed service engineer with headquar 
ters in Detroit for Acheson Colloids 
Co., Port Huron, Mich. A graduat 
of Michigan State College, Mr. Hunt- 
er was previously associated witi 

(Continued on page 124) 








FRANK M. HUNTER 
joins Acheson Colloids 
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(Continued from page 122) 
Chrysler Ccrp. and Hudson Motor 
Car Co., Detroit, and Mueller Brass 


Co., Port Huron, Mich. 
* ¢ ¢ 
Will'am J. Stock has been appoint- 


ed assistant foundry superintendent, 


Shenango Furnace-Shenango Penn 
Mold Co., Sharpsville, Pa., succeed- 
ing James McCracken, who has be- 


come assistant to the general super- 
intendent of the plant. 
= * * 

Fred W. Lee has been named Con- 
necticut district manager, 
Abrasive Products Co., 
with headquarters in 
Mr. 


Westboro, 
Mass., Bristol, 


Conn. Lee is a 





FRED W. LEE 
. Bay State district mgr. 


Northeastern University and joined 
the company as an abrasive engi- 
neer in 1945. 

¢ ‘ + 


KF. T. Benjamin, formerly Chicago 
district manager, Columbus McKin- 
non Chain Corp., and its Chisholm- 
Moore Hoi_t Division, has been named 
field sales. E. J. Byrne 
has been named product manager of 
hoists, and G. F. Grace product mana- 


manager of 


ger of industrial chain. R. L. Pfan- 
ner has become customer’ service 


manager of hoists, and O. H. Hager 
customer manager of indus- 
trial chain. The appointees, who will 
have headquarters in the home of- 
fice in Tonawanda, N. Y., have been 
with the company for periods rang- 


£ervice 


ing from 20 to 383 years. Karl L. 
Miller, formerly assistant general 
manager of sales, Buffalo Bolt Co., 
North Tonawanda, N. Y., has been 


named regional sales manager in the 
Chicago area. 

6 * . 

Beresford N. Clarke, 

the Quincy, 

Combustion 


for the 
Mass., 
Corp., 


past 
office, 
Toledo, 


engi- 


vear in 
Surface 
©....hhas 


scales 


been 


appointed 
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Bay State 


graduate of 


DON R. TULEY 


office. 
Purdue 


Wayne, Ind., 
graduate of 


neer in the Ft. 
Mr. C'arke, a 
University, has been with the com- 
pany 6 years. Hugh W. McIntyre, 
who has worked in the development 
laboratories, field erection, and serv- 
ice departments since his graduation 
from Purdue University in 1947, has 
been appointed to the Detroit indus- 


trial sales office. 
+ ¥ * 

Bon RK. Tuley, formerly buyer, 
Hamilton Foundry & Machine Co., 
Hamilton, O., has been appointed 
purchasing agent. Mr. Tuley has 


been with the company for over 20 


years. 


purchasing agent 


Thomas W. Gallagher, for 9 years 
personnel director, Lake City Malle- 
able Co., Cleveland, has been named 
executive secretary of the Ohio State 
Foundry Legislative Association. Mr. 
Gallagher is publicity chairman oi 
the Northeastern Ohio Chapter of 
the American Foundrymen’s Society 
and a founder member of the Amer- 
ican Society for Personnel Adminis- 
tration. 

. + « 

George O. Bohrer, for the past 3 
years assistant plant manager, Con- 
tinental Can Co., Chicago, has been 
named chief engineer, Magnesium Co. 
of America, East Chicago, Ind., suc- 


ceeding the late V. J. Daniels. C. 
Ridgely Kemp, with the company 


since 1948, has been appointed vice 
president in charge of research and 
development. William R. Davison, 
formerly in charge of foundry opera- 
tions, has been appointed to Mr. 
Kemp’s former position of vice presi- 
dent in charge of production. 
. + ¢ 

Robert H. Bergen and Robert A. 
Wilson have been named district sales 
managers for DeWalt Inc., Lancaster, 











THOMAS W. GALLAGHER 
executive secretary 


Pa., subsidiary of American Machin 
& Foundry Co., New York. Mr. Bei- 
gen, who will handle the New Eng- 
land territory, has been in public r 
lations work in New York since 194 
Mr. Wilson has been assigned to New 
York state, west of Ithaca. He ha 
been with Bell Aircraft Corp., Buffs 
lo, since 1941. C. E. Disher has bee 
named regional and district sale 
manager for DeWalt Canada Ltd 
with headquarters in Vancouver, B. ¢ 


¢ ¢ e 


Harry W. Impey for 46 years as 
sociated in the New England terri 
tory with the Tabor Mfg. Co., Phila 
delphia, has retired. He joined thi 
Fairbanks Scale Co., St. Johnsbury 


HARRY W. IMPEY 
. retires, Tabor Mfg. 


Vt., in 1896 and was later with 
Otis Elevator Co., Yonkers, N. Y 
Mr. Impey has established residence 
at 110 Eighteenth Ave, S., St 
Petersburg, Fla. 

. ¢ . 

Carleton Ellis Jr. has been ap- 
pointed director of sales for all Plas- 
kon products, Barrett Division of Al- 
lied Chemical & Dye Corp., New York, 
which recently purchased the Plas- 


kon Division of Libbey-Owens-Ford 7 


Glass Co., Toledo, O. Sam Gurley, 


formerly resin sales manager of the | 


Barrett Division, is now general sales 
manager. H. W. DeVore is manage! 
of molding compound sales, H. A. 
Raymond Jr., manager of industrial 
sales, C. D. Delaney, manager of coat- 
ing resin sales, and Robert K. White, 
advertising manager for Plaskon plas- 
tics and resins. 
* * “ 

Joseph E. Thornberg has been ap- 
pointed technical sales service field 
representative, Hooker Electrochemi- 


cal Co., Niagara Falls, N. Y. Mr 
Thornberg joined the company it 
1943 following graduation fron 


(Continued on page 126) 
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You ll be seeing more of 
Col. Ky Clay, Ironton’s spokesman for the merits 
of Kentucky clay refractories. He will never make 
a claim you can't test or find supported by good 
authority. That's why, right now, you can take 
his word for the superiority of IRONTON BERLITE 
for lining hand, bull and transfer ladles. 


Check these reasons why JRONTON BERLITE cuts 
down on ladle repairs and relining. Cold metal 
and slag peel off easily. V IRONTON BERLITE 
has unusually high refractoriness excellent 
workability as mortar, mud or ramming material 
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(Continued from page 124) 
Northeastern University. Delmont 
J. Boundy, and Henry R. Morrison 
have been ddvanced to positions in 
the sales-préduction offices. Mr. 
Boundy was graduated from West 
Virginia University in 1950 and was 
appointed a chemical engineer that 
year by Hooker. Mr. Morrison joined 
the company last year after gradua- 
tion from Pennsylvania State Uni- 
versity. 

+ e ¢ 


Wilson D. Trueblood Jr., formerly 
in the Chicago office, Leeds & North- 
rup Co., Philadelphia, has _ been 
named district manager of a new 
office recently opened at 828 North 


Broadway, Milwaukee. Mr. True- 
blood joined the company in 1924, 
following graduation from Univer- 


sity of Wisconsin. Edwin A. Yeo, 
for 16 years Cincinnati manager, has 
become Pittsburgh manager, succeed- 
ing the late Harold S. Vecella. Mr. 
Yeo joined Leeds & Northrup in 1928. 
Willard H. Neu, a sales field engineer 
in Pittsburgh, has been named Cin- 
cinnati district manager. A _ gradu- 
ate of Johns Hopkins University, he 
has been with the company since 
1935. 


Robert R. Cycon has been named 
chief cost accountant, Lindberg Stee] 
Treating Co., Melrose Park, Ill. A 
graduate of University of Illinois, 
Mr. Cyccn had been employed in a 
similar capacity with National Mal- 
leable & Steel Castings Co., Cleve 
land. 


William O. Bosserman has_ been 
appointed managing engineer, Anodes 
Division, Sipi Metals Corp., Chicago, 
producer of nonferrous alloys. Mr. 
Bosserman has been associated with 
anode plating problems for 25 years. 


WILLIAM C. ESCH 
. Whiting sales, Cincinnati 


PAUL SCHNACKENBERG 
Houston sales, Whiting 


Bernard N. Ames has been named 
general manager, Doran Manganese 
Bronze Co., Brooklyn, N, Y., subsid- 
iary of Columbian Bronze Corp., 
Freeport, L. I. Mr. Ames was grad- 
uated and received his master’s de- 
gree in metallurgy from University 





BERNARD N. AMES 


... joins Doran company 


of Alabama. For the past 13 years 
he has been head of the casting de- 
velopment and foundry practices sec- 
tion, New York Naval Shipyard, 
Brooklyn, N. Y. He has served as 
consultant to many ferrous and non- 
ferrous foundries and is active in 
various technical organizations. He 
is currently chairman of the Met- 
ropolitan Chapter of the American 
Foundrymen’s Society and is nation- 
al chairman of the Brass and Bronze 
Division of the AFS. 


William C. Esch, Paul Schnackenberg, 
Byron M. Hoskins and W. G. Rawson 
have completed Whiting Corp.’s sales 
training program and have been as- 


signed to district offices. Mr. Esch, 








BYRON M. HOSKINS 
Whiting sales, Philadelphia 





assigned to the Cincinnati distric 
office, is a graduate of Purdue Uni 
versity. Mr. Rawson, who has bee: 
sent to the Seattle district office 
was graduated from Bradley Uni 
versity. They received training a 
the company’s main plant in Harvey 
Ill, and in Norwalk, Calif. Mr 
Schnackenberg, sent to the Houston 
Tex., office, is a graduate of Miam 
University and has trained at the 
Norwalk plant. Mr. Hoskins, a grad 
uate of Illinois Institute of Tech 
nology, has been assigned to the Phil 
adelphia district office. 


° ° ¢ 


William J. Baldwin has been ap 
pointed West coast technical repre 
sentative for Allegheny Ludlum, with 
headquarters in Los Angeles. He is 
a graduate of Massachusetts Insti- 
tute of Technology. Richard P. 
Stemmler has succeeded Mr. Baldwin 
as assistant plant manager in Water- 
vliet, N. Y. Mr. Stemmler attended 
Penn State and Case School of Ap- 
plied Science and joined the com- 
pany in 1946. Donald J. Robertson, 
formerly superintendent at the Los 
Angeles forge plant, has_ replaced 
Mr. Stemmler there as general su 
perintendent. He has been associat- 
ed with the company’s forging op- 
erations on the West coast and in its 
forgings and castings division in 
Ferndale, Mich., since 1933. 


7 ° ¢ 


Harry L. Smith Jr.,; on leave from 
Aluminum Co. of America, and re- 
cently director, Aluminum and Mag 
nesium Division, Business and De- 
fense Services Administration, Wash- 
ington, has been appointed assist- 
ant administrator, BDSA, succeeding 
Henry J. Wallace, who has returned 
to National Tube Division, United 
States Steel Corp. Everett G. Fahl- 

(Continued on page 129) 





W. G. RAWSON 
Seattle sales, Whiting 
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Be our guest Just let us know when you are coming 
to Buffalo on pattern business. One of our cars will 





i meet you at your plane or train and transport you 
to our club where you will 
be our guest during 
your stay. 





BUFFALO PATTERN 
WORKS, INC. 





832 HERTEL AVE., BUFFALO 16, N. Y. 
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F ounary sand is composed of three principal elements, 
silica grains, bond and moisture. The quality of this sand de- 
pends in major part upon how well these three elements 





are > rey 1eS > PY anafi > . ‘ VISUAL EVIDENCE of the effectiveness of 
are blended. Therein lies the explanation of the outstand eS oe 
. . ° ° h i h Above, bonded ih- 
ing performances of Clearfield Mixers. ig eC ga ge gs ae 


in. a Clearfield Mixer. 
Clearfield Mixers employ the revolving pan principle of 
sand preparation. [he mullers are mounted on a floating 
shaft and revolve by contact with the moving sand. Cen- 
trifugal force together with the stirring action of the agi- 
tator and disc transform the sand from an inert mass into 
a fluid moving stream. ‘The result is a perfect blend of 
the three elements—and foundry sand that does its job 











perfectly. 
There's a Clearfield Mixer which will meet all your sand prepara- 


tion needs. Write today for Catalog No. 83 for complete details. 


CLEARFIELD CLEARFIELD 


MIXER MACHINE COMPANY 


MIXES, TEMPERS 
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CHARLES B. ELLEDGE 
. . heads Material Handlers 


(Continued from page 126) 
man, on leave from Permold Ca., 
Medina, O., has been appointed act- 


ing director, Aluminum _Divisior, 
BDSA. 
) + + 


Charles B. Elledge, manager of ma- 
handling industrial 
General Electric Co., Schenectady, 
N. Y., was elected president of the 
Material Handling Institute, at its 
annual meeting in New York. Wal- 
ter E. Schirmer, vice president, Clark 
Equipment Co., Buchanan, Mich., 
was named first v-ce president, and 
Edward W. McCaul, secretary, Jervis 
B. Webb Co., Detroit, second vice 
president. 


terials sales, 


+ * * 
F. Doyle Bowers has been ap- 
pointed southern district manager 
with headquarters in Atlanta, Re- 
public Rubber Division, Lee Rubber 
& Tire Corp., Youngstown, O. Mr. 
30wers, who joined the company in 
1943 as field representative in Chat- 
tanooga, Tenn., will supervise the 
company’s field representatives in 
Jackson, Miss., Chattanooga, and Co- 
lumbia, S. C. 
° « + 


A. T. Krutak has been transferred 
from engineering to sales, and 
Thomas Gallagher from field engi- 
neering to sales in the Chicago dis- 
trict office of Holcroft & Co., De- 
troit. Mr. Krutak was graduated 
from Illinois Institute of Technology 
and Mr. Gallagher from University 
of Notre Dame. 

+ ° * 


James Gammie, general foreman, 
the pattern department, Cast Armor 
Division, American Steel Foundries, 
East Chicago, Ind., has retired fol- 
lowing 36 years with the company. 
Mr. Gammie learned his pattern trade 
in Seotland and was in the pattern 
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LOUIS B. POLEN 
. .- Allegheny Ludlum plant mgr. 


shop of the Indiana Harbor Works of 
the company in East Chicago urtil 
1951, plant 
was reactivated. 


when the cast armor 
+ * * 

Louis B. Polen has been appointed 
plant manager of the Buffalo found- 
ry, Allegheny Ludlum Steel Corp., 
Brackenridge, Pa., succeeding R. J. 
Bryan, who has retired. Mr. Polen, 
a graduate of West Virginia Univer- 
sity, continued his’ metallurgical 
studies in the graduate school, Uni- 
versity of Pittsburgh. Prior to join- 
ing Allegheny Ludlum in 1948 as 
plant metallurgist he was associated 
with Ft. Pitt Steel Castings Co., Mc- 
Keesport, Pa., and U. S. Steel Corp., 
Johnstown, Pa. 

+ o « 

William J. Grede, president, Grede 
Foundries Inc., Milwaukee, recently 
was elected chairman of the execu- 
tive committee of the National Asso- 
ciation of Manufacturers. Mr. Grede 
was chairman of the association’s 
board of directors last year. 

” * * 

Harvey V. Eastling has been ap- 
pointed general manager of the Pa- 
cific Division with headquarters in 
San Francisco, Link-Belt Co., Chi- 
cago, succeeding Ralph M. Hoffman, 
who has retired. Mr. Eastling has 
been assistant general manager of 
the Pacific Division since June 1. 

) * a 


Donald L. Boyes has been named 
general manager of the Hyatt Bear- 
ings Division, General Motors Corp., 
Harrison, N. J., succeeding Raymond 
H. Cramer, who has retired following 
30 years of service. Mr. Boyes was 
production manager vf GMC’s Cen- 
tral Foundry Division, 
Mich., but since September has 
served as acting plant manager of 
the Detroit Transmssion Division’s 
Riopelle Street plant. 


Saginaw, 


THOMAS M. MURPHY 
. . Lewis-Shepard sales 





WILLIAM B. GREENE 


- personnel manager 


William B. Greene has been ap- 
pointed Union 
Steel Castings Division, Blaw-Knox 
Co., Pittsburgh. Mr. Greene will 
safety 


personnel manager, 


continue as_ division supe! 
visor, a position he has held since 
1949. He joined Union Steel Cast 
ings Division in 1942 and previousl) 
was chief inspector and in charge ot 
x-ray testing 


oe oe J 


Thomas M. Murphy has been ap 
pointed Chicago district sales mana 
ger, Lewis-Shepard Products Inc 
Watertown, Mass., with headquar- 
ters in Lyons, Ill. Mr. Murphy joined 
the company 7 years ago and since 
1952 has been manager of the Chi 


cago sales office 
© * r 


Charles M. Ruprecht, for the last 
year vice president of American 
Brake Shoe Co.’s Electro-Alloys Di 
vision, Elyria, O., has been named 
president of the division. Mr. Rup 
recht, a graduate of Yale University, 
in 1946 joined the American Manga- 
nese Steel Division in Chicago 
Heights, Ill., where he became a sales 
In 1950 he became sales 


engineer. 
manager of the Electro-Alloys Divi 
sion. 
. ¢ + 
J. A. Bukowski has resigned as 


superintendent of the Atlas Foundry 
Co., Irvington, N. J., to devote full 
time to the Union Brass Foundry 
1544 Ashwood Terrace, Union, N. J 
which he has owned for the past two 
years. 
° ’ + 

Eugene C. Bauer Jr., first vice 
president, has been named president, 
Kensington Steel Co., Chicago, sub- 
sidiary of Poor & Co., there. Mr 
3auer succeeds Kenneth Jensen, who 
has retired as president but will con- 

(Concluded on page 132) 
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These comparativelyfMew Herman Charging Conveyor Type Machines 
are extremely popyfir, whether operated in molding departments or 
core departments. Bhey work equally well with either a Jolt machine 

or Sandslinger. | 


A versatile, rugg@d machine, it is produced in our broad range from 
500 to 20,000 B. rollover capacities. 











HERMAN MOLDING MACHINES MAE! 
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A typical core department cycle of operations is as follows: 


1. Core box filled with sand and placed on the jolt unit. 

2. Power lift conveyor lowers box on sub-plate. 

3. Core box is jarred and elevated by power lift conveyor to standard conveyor level. 
4. Box goes to Charging Conveyor Rollover and Draw Machine, manually or by 





- pusher mechanism. 
° 5. Pneumatic core box and core plate clamps engage rammed core box for rollover 
| operation. 
n 6. After rollover, core clamps are disengaged and slow draw operation starts. 
7. Vibrators separate bond between core box and sand. 
8. Fast draw operation checked by speed control device and core box gently deposited 
directly on discharge conveyor and rolled away on companion conveyor. 
9. Inverted turnover plate and core box rolled back to upright position, pneumatic 
clamps disengaged and box returned to either jolt station or storage. 
10. Another rammed core box should, of course, now be at the Charging Conveyor 
| Rollover and Draw Machine for the production of another core. 
Herman Charging Conveyor Rollover and Draw Machines are extremely flexible. Each 
machine is capable of producing a large range of sizes in either your molding or core 
department. 
Send for further information today. 
} There is a type and size Herman Molding Machine for all foundry operations. 
7 


Here is the Charging 


‘onveyor Rollover and Draw Machine ; 





maAPEIR WAY BY THE WAY THEY’RE MADE 


MOLDING MACHINES 
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HERMAN PNEUMATIC MACHINE 
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(Concluded from page 129) 
tinue as a consuitant. H. Monteith 
Albers, 
named a vice president of Kensing- 
ton Steel 


sales manager, has_ been 


° ° + 


Vern Lorch, formerly with the de- 
velopment division, Kaiser Aluminum 
& Chemical Sales Inc., Oakland, 
Calif., has been appointed technical 
specialist in the pig and ingot prod- 
act office, Chicago. 


SJ « ¢ 


Arch R. Smith, formerly executiv® 


vice precident-general sales man- 


ager, Ready-Power Co., Detroit, has 
been named vice president-general 
manager of the Grand Rapids, Mich., 
ColKer Co., Detroit 


branch, Frank 


Al G. Jason has been named dis- 
trict manager, Sipi Metals Corp., Chi- 
cago, with headquarters in Milwau- 
kee. Mr. Jason has been with the 
company 6 years. 


R. A. Richards has been appointed 
manager of the Bonding Materials 
Division, Bakelite Co., New York, di- 
vision of Union Carbide & Carbon 
Corp., succeeding E. H. Gross who 
has been appointed to the Market 
Development Department. Mr. Rich- 
ards, a graduate of Stevens Institute 
of Technology, joined the company 
in 1945 and was previously a techni- 
cal representative for the Molding 
and Extrusion Materials Division, in 
Detroit. 





Henry D. Phillips, president of Ha t- 
ford Electric, will also serve as pre i- 
dent of Ductile Iron Foundry. W:.!- 
ter P. Jacob is chairman of b: 
companies. 

. = . 


Joseph M. Clifford, elected ch: 
man of the Western New York Ch: 
ter of the AFS for 1953-54, is ch 
metallurgist, Atlas Steel Casting ( 
Buffalo, which he joined last ye 
Mr. Clifford was born in Boston a 
in 1915 joined Sauveur & Boylst 
Metallurgical Engineers, Cambridg 
Mass., where he was laboratory tec 
nician and assistant metallurgi 
While there he supplemented } 
work with evening courses at Wen 
worth Institute, Boston, and comple 
ed the company’s course in iron ar 





ARCH R. SMITH 
. joins Frank Colker Co. 


distributors for Towmotor Corp., 


Cleveland. From 1922 to 1935, Mr. 
Smith was associated with Cont':- 
nental Motors Corp., Muskegon, 


Mich. He is one of the founders of 
the Materials Handling Institute and 


a charter member of its Detroit 
Chapter. 
. ¢ ¢ 
Arne Lovendahl, for the past 2 


years Chicago sales engineer, Com- 
bustion Control Corp., Boston, hus 
been appointed manager of the Phil- 
adelphia office. Mr. Lovendahl is a 
graduate of Northwestern University 
and was previously associated with 
Crane Co. and Marshall Oven Co., 
Chicago. 
e ° * 

Frederick M. Drew Jr., for 20 years 
treasurer, Farrel-Birmingham  Co., 
Ansonia, Conn., has retired. Joseph 
LeMay, who will continue to serve 
as company secretary, has succeeded 
Mr. Drew as treasurer. Howard H. 
Parker has been named _ assistant 
treasurer. 
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R. A. RICHARDS 
Bakelite division mgr. 


Ernest D. Fischer has 
pointed manager of the 
branch office recently 
Thor Power Tool Co., 
Mr. Fischer attended 

Cincinnati and joined the company 
in 1944 as service engineer in the 
Birmingham office. Since 1947 he 
has been in Jacksonville, Fla., cover- 
ing Georgia and part of Florida. 


been ap- 
Atlanta 
opened by 
Aurora, Ill. 
University of 


e « ° 


Russell A. Moore, formerly group 
engineer, Bell Aircraft Corp., Buf- 
falo, has been appointed field applica- 
tions engineer, Baker-Raulang Co., 
Cleveland, and will supervise side- 
loading fork truck applications and 
act as consultant. 


a ¢ ¢ 


James E. Fifield has been named 
vice president-general manager, Duc- 
tile Iron Foundry Inc., Stratford, 
Conn., recently acquired by Hartford 
Electric Steel Co., Hartford, Conn. 
Mr. Fifield was formerly with the 
New England technical field section, 
International Nickel Co., New York. 





ERNEST D. FISCHER 


. Thor Power sales, Atlanta 


JOSEPH M. CLIFFORD 
. . . AFS chapter chairman 


steel practice. He was metallurgist, 
Bngham & Taylor Corp., Buffalo, 
from 1920 to 1940, when he became 
heat treat supervisor, American Car 
& Foundry Co., Buffalo. He became 
metallurgist, Bison Castings Inc 
suffalo, in 1942 and remained there 
until last year. Mr. Clifford was 
vice chairman of the Western New 
York Chapter in 1952-53. 
. e oJ 


B. A. Kine has been appointed 
sales and advertising manager, Birds- 
boro Steel & Machine Co., Birdsboro, 
Pa. Mr. Kline, with the company 30 
years, will continue in his former 
position as assistant to the vice pres- 
ident. 

¢ ¢ ° 

W. C. Sheers, formerly manager of 
service and quality control, has been 
appointed plant manager, Standard 
Horse Nail Corp., New Brighton, Pa. 
O. J. Molter, who has been superin- 
tendent, will be associated with Mr 
Sheers as time estimate and process 
consultant. 
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Between the ceiling of your plant and a point 
seven feet above the floor there’s a lot of 
valuable space. You heat it in winter, 
illuminate it, pay rent for it... but do you 
use it? Many companies lift, move and store 
materials more efficiently and at lower cost 
with Whiting overhead Trambeam. 

The aisles of your plant will be free of 
slow-moving, dangerous traffic; one man will 
move or stack heavier loads faster than 

three or four do now. Look into Whiting 
Trambeam Monorail and Crane Systems 
today ... write for complete information. 


WHITING CORPORATION 
15607 Lathrop Avenue, Harvey, Illinois 
Sales Offices and Distributors in all Principal Cities 


scnsetnssamsenenanaragl 





Overhead Traveling Electric Cranes 


WHITING PRODUCTS HELP INDUSTRY 
TO PRODUCE MORE... FASTER! 


TRAMBEAM® OVERHEAD 
HANDLING SYSTEMS 





The Trackmobile Electric Chain Hoists 





Whiting Corporation also manufactures Railroad and Aviation equipment, ’ 
Swenson Chemical Processing equipment and Metal-working Machinery. 
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RANK J: Dost, president, Ster- 

ling Fourdry Co., Wellington, O., 
and Bruce L. Simpson, president, Na- 
tional Engineering Co., Chicago, have 
been nominated as president and vice 
president, respectively, of the Ameri- 
can Foundrymen’s Society for 1954- 
55. Election of officers and directors 
will take place at the annual busi- 
ness meeting of the AFS in Cleve- 
land, May 12. 

The society’s Nominating Commit- 
tee, meeting Dec. 11, also selected 
eight new directors. Nominated for 
three-year terms are: Harold L, UIll- 
rich, works manager, Sacks-Barlow 
Foundries Inc., Newark, N. J.; Wil- 
liam A. Morley, foundry manager, 
Link-Belt Co., Olney Foundry, Phila- 
delphia; Eugene R. Oeschger, gen- 
eral manager, foundry department, 
General Electric Co., Schenectady, 
N. Y.; Frank C. Cech, instructor, 
Cleveland Trade School, Cleveland; 
W. M. Hamilton, manager, Crane Co.., 
Chattanooga, Tenn.; B. G. Emmett, 
works manager, Los Angeles Steel 
Casting Co., Los Angeles 

W. R. Pindell, manager, Northwest 
Foundry & Furnace Works Inc., Port- 
land, Oreg., was nominated to serve 
as a director for two years, and J. 
T. Westwood Jr., president, Blue 


Valley Foundry Co., Kansas City, 


Mo., was named for a one-year term. 


a aeTE Ce 
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AFS NOMINATES OFFICERS, DIRECTORS 


For Election at Cleveland Convention 


In addition, Collins L. Carter, presi- 
dent and general manager, Albion 
Malleable Iron Co., Albion, Mich., will 
automatically become a director for 
one year upon completion of his cur- 
rent term as national president. 

A recent change in by-laws ap- 
proved by the AFS membership calls 
for increasing the board from 18 
members to 24. In addition to those 
individuals selected by the Nominat- 
ing Committee, the national board 
will select three more directors at 
its February meeting; this will in- 
clude one for three years, one for 
two years and one for one year 


Election of of- 
ficers and directors and other details 
of the annual business meeting will 
be included in a morning session dur- 
ing the AFS Cleveland convention, 
and will be followed by the Charles 
Edgar Hoyt Annual Lecture. This 
year’s lecturer is Harry W. Dietert, 
Harry W. Dietert Co., Detroit. The 
AFS annual banquet, featuring the 
presentation of gold medals and hon- 
orary life memberships, is scheduled 
for the evening of the same day, 
Wednesday, May 12. 
The biennial Foundry 
be conducted in Cleveland’s Public 
Auditorium, May 8-14, has grown 
steadily in size and attractiveness in 


Convention Plans 


Show, to 









recent years. Present indications re 
that the 1954 show will be the la :- 


est and most outstanding « 
staged by AFS, according to A. A 
Hilbron, convention and_= exhil ts 
manager. 





Early in January all exhibit spice 
in Exhibit Hall, North Hall, Are: je | 
and upper Lakeside Hall had bi on 
allotted, and few spaces for equip- 
ment exhibits remained in the lower 
Lakeside Hall. To accommodate aid- 
ditional exhibitors it has been found 
necessary to expand the show area | 
to include a part of the auditorium’s 
first-floor Arena. A number of 
booth spaces already have been as- 
signed to that location. 

While technical 
convention do not start until Mon- 
day, May 10, the Foundry Show will 
get under way the preceding Satur- 
day at 9:30 a.m. Saturday will be 
Northeastern Ohio Day and will pro- 
vide an opportunity for shop men of 
the area to see the exhibits. Tickets 
of admission will be distributed t 
foundries of the area by a. special 
committee of the Northeastern Ohi 
Chapter headed by John Davenport 
Fulton Foundry & Machine Co., and 
R. A. Green, Eastern Clay Products 
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What is expected to be AFS’ largest Foundry Show opens in Cleveland’s Public Auditorium, Ma 
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Yes, the Smith L-O representative 
in your area gives you fine 
service for he will study your 
production and advise you of the 
grade of Smith L-O Core Oil 

that best suits your production. 
From then on your core-making 
will be a faster, smoother, better- 
running operation... you'll 
profit by more accurate cores and 
increased productivity all along 


the line. 


So, look first to Smith L-O ... the 


name that stands for a service as 


well as a product. 
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SMITH REPRESENTATIVES 


® COLUMBIAN WAREHOUSE CO. 
Reading, Pennsylvania 


@ELTEX CHEMICAL COMPANY 
Houston 2, Texas 


® FOUNDRIES MATERIALS CO. 
Coldwater, Michigan 


® FOUNDRY SERVICE CO. 
Birmingham, Alabama 


@F. F. SHORTSLEEVE 
Elmira, New York 


® MALCOLM G. STEVENS 
Arlington, Massachusetts 


® PACIFIC GRAPHITE CO., INC. 
Los Angeles 22, California 


@ST. LOUIS COKE & FOUNDRY 
SUPPLY CO. 
St. Louis, Missouri 


@ WESTERN FOUNDRY SAND CO. 
Seattle, Washington 


® WESTERN INDUSTRIAL SUPPLY CO. 
Portland 14, Oregon 


@ THOMAS H. GREGG CO. 
Milwaukee 9, Wisconsin 
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LIQUID PARTING 


SMITH OIL & REFINING CO. 


MANUFACTURERS OF 


INDUSTRIAL 





L-O AND CERTIFIED CORE OILS 


OILS DIVISION © ROCKFORD, ILLINOIS 











Pat Dwyer 
1875-1954 


AT DWYER, beloved author, lecturer, editor and 
foundryman, and for the last 35 years engineering 
editor of FOUNDRY, died on Jan. 9 at Cleveland. 
Through his hundreds of articles on the technical 
and practical phases of foundry practice, and the 
witty and philosophical series on ‘‘The Adventures of 
Bill,’ Mr. Dwyer became known and respected as an 
authority on foundry practice in every country of 
the world where foundry work is practiced. He knew 
the men in the shop and he spoke their language in 
reporting the progress in the production of castings. 
Patrick Dwyer was born in County Tipperary, Ire- 
land, Aug. 5, 1875, and ten years later the family 
moved to Nova Scotia. In the fall of 1891 he started 
his 4-year foundry apprenticeship at I. Matheson & 
Co., New Glasgow. Upon completing it, he took a 
postgraduate traveling course as a journeyman molder 
to round out his knowledge of foundry practice, work- 
ing in a number of prominent foundries in the United 
States and Canada. Among the foundries in which 
he was employed during these years were the follow- 
ing: Jenckes Machine Co., Sherbrooke, Que.; John 
Bertram & Son, Dundas, Ont.; Detroit Steel & Spring 
Co., Detroit; Fulton Foundry, Cleveland; Baldwin 
Locomotive Works, Philadelphia; Wilmington Maile- 
able Iron Co., Wilmington, Del.; Farrel Foundry & 
Machine Co., Ansonia, Conn.; Waterbury Farrel 
Foundry & Machine Co., Waterbury, Conn.; Mahr & 
Flockart, Newark, N. J.; and Atlantic Foundry, Nor- 
folk, Va. 

In 1901 he returned to Nova Scotia to work as a 
molder at the new foundry of the Dominion Iron & 
Steel Co., Sydney, and a year later he helped organize 
a steel foundry department, making the first steel 
casting poured east of Montreal. Later he was ap- 
pointed assistant foreman, then general foreman of 
the iron, steel and nonferrous foundries of that com- 
pany. In 1910 he became foundry superintendent of 
the Sydney Foundry & Machine Works, Sydney, Nova 
Scotia. 

An insatiable desire for greater knowledge caused 
him to continue studies in the production of castings. 
He completed the foundry course offered by the Inter- 
national Correspondence Schools, Scranton, Pa., and 
he was one of the first foundrymen to take advantage 
of the correspondence course developed by the late 
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extended 


David McLain, Milwaukee. His 
experience coupled with wide reading, a remarkable 
memory and the ability to express himself clearl) 
provided an exceptionally valuable background for his 
years of editorial work. 

Pat Dwyer joined the staff of FOUNDRY in March 
1919, and remained active in the editorial work o/ 
this publication since that time. A prolific writer, hi 
is the author of Gates and Risers for Castings, which 
is in its third edition. In the course of his long ex- 
perience as an editor, Mr. Dwyer probably wroté 
much more extensively on foundry subjects than an) 
other man, and his efforts have been of great value in 
helping the men in the shop produce better castings 

The first article he submitted to FOUNDRY, and the 
one which resulted in his being asked to join the edi- 
torial staff a few months later, dealt with the comings 
goings and problems of a mythical foundryman by) 
the name of Bill. Interest in this and succeeding 
stories was so great that it was continued in each is- 
sue, completing 35 years in January. With Pat Dwyer 
as author and Harry Richey as artist, this series of 
stories undoubtedly established an all-time record fo! 


practica 


continuity of presentation, not only in the business, 


press but also among magazines of all classes. 

Over a period of years Mr. Dwyer talked befor 
most of the local foundry groups in the United States 
and Canada. At the Cleveland convention of th 
American Foundrymen’s Society in 1942 he was 
awarded an honorary life membership in recognitio! 
of his valuable contributions to the foundry indusitr' 
through his extensive writings, 
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Here's How SCH RADER makes Compressed Air... 





gg 


CONVENIENT! 


With Schrader Quick-Acting Couplers 'n airlines along 
walls, benches, columns— compressed air is “plugged- 
in” as readily as electricity. To connect—simply push 
adapter into check unit . . . to disconnect, manually 
turn sleeve of check unit —accidental uncoupling is im- 
possible. They’re available in many sizes, to suit your 





) exact needs. 


Keep idle air hose out of the way with a Schrader 
“Tuck-Away” Hose Reel—yet have it available at all 
times. Schrader Hose Reels work as easily as a window 
shade —and come in several sizes with up to 50’ of top- 
quality Schrader air hose. 





RELIABLE! 


An air tool can be no better than the air circuit that 
leads to it. With Schrader Hose, Fittings and Ferrule 
Machines, you're sure of neat, attractive air circuits 
that will have long, useful lives. Whatever your air 
needs, you can meet them with Schrader Air Hose and 
Fittings. 





ECONOMICAL! 


Whether your air line ends in rugged, practical Blow 
Guns like these—or Valves, Cylinders, Ejection Sets, 
Press Controls— you'll find there’s a complete Schrader 
Line from which you can select the exact product to 
give you the maximum return on your compressed air 
investment. Check with Schrader and see for yourself. 


REMEMBER - from air line to air tool—Schrader is one reliable 


source for all air control products. For further information 





products 





on the air accessories shown here, write for Bulletin A280 
—or fill out the coupon below. 








control the air 








Fe ee cee oes oe oe 
A. SCHRADER’S SON 

Air Cylinders * Operating Valves ° | 

Press & Shear Controls * Air Ejection 

Sets * Blow Guns ® Air Line Couplers * 

Air Hose & Fittings ® Hose Reels ® Pres- , a - 

sure Regulators & Oilers * Air Strainers 

* Hydraulic Gauges * Uniflare Tube Company 

Fittings Address__ 

5 
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Mail This Coupon Toaay 


Division of Scovill Manufacturing Company, Incorporated 
465 Vanderbilt Avenue, Brooklyn 38, N.Y., Dept. M-9 


Please send me my free copy of Bulletin A280. 















































SHELL MOLDING SYMPOSIUM: Over 100 Northern Cali- 
fornia foundrymen, manufacturers and their representa- 
tives gathered Nov. 17-18 to study shell molding and 
other foundry operations at the South San Francisco 
plant of Reichhold Chemicals Inc., manufacturer of syn- 
thetic resin. Left to right are C. W. Streblow, Reich- 
hold Chemicals, program chairman; Don Dina, Pacific 
Plasti-Fab Corp., San Carlos, Calif.; J. B. Wallace, 
Shalco Engineering Co., Palo Alto, Calif.; and E. S. 
Valentine and M. W. Reece, both of Reichhold Chemicals 





UP SHE GOES: 


Raised to 100 ft thus far, blast fur- 
nace “A” of U. S. Steel’s American Steel & Wire Divi- 
sion, Cleveland, will stand 229 ft high when completed 


Cylindrical steel structures behind 
A 1000°F hot air 


early this summer. 
the furnace are 114-ft heating stoves. 


blast will be carried from them to the furnace, which 
will supply merchant pig iron to foundries in the area. 
It is not far from Cleveland’s downtown business section 
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READY FOR DUTY: Important additions to the demonstra- | 
tion room of the Pangborn Corp., at its Hagerstown, Mad., 
plant include such centrifugal wheel blasting equipment 
as barrel and steel-sheet blasting machines. Left to 
right in this view of the room, which is equipped with a 
variety of machines to demonstrate what blast cleaning 
can do to solve particular problems, are a Table-room, a 
Blastmaster Barrel and a two-speed monorail Rotoblast 
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BANTAM TRACTOR: 


Designed for big tractor perform- 


ance on small-acreage farms, Sears Roebuck’s new Tri- | SCHO 
Trac tractor can be operated safely and efficiently by f Schoo 
This 12-year-old [ shown 


almost every member of the family. ' 
youth with a 42-in. bulldozer attached to the unit is § ‘ailer 





preparing to smooth out a roadway on his father’s 14- nainte 
acre “sundown farm.’ Castings used in its construction § ®ndec 
represent over one-fourth of the tractor’s weight — ‘tion 
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GERMAN FOUNDRYMEN MEET: 1953 foundry conference 
and general meeting of the Verein Deutscher Giesserei- 
fachleute, the German Foundry Technical Association, was 
held Oct. 9-10 at Robert Schumann Hall, Dusseldorf, 
Germany. This scene was taken at a supper-dance held 
on Oct. 9 at the Rhein Hall. The conference program al- 
so included presentation of a number of papers and films 
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GRINDING SYMPOSIUM: Foundrymen from the Los Angeles 
area were among the more than 500 superintendents, buy- 
ers and purchasing agents who attended a recent grinding 
symposium at the headquarters of Garrett Supply Co., Los 
Angeles. Here a group of foundrymen watches M. E. Green- 
how, Garrett Co., demonstrate a new Carborundum wheel 








orm- HONOR 150 EMPLOYEES: The 150 employees of Bohn 

Tri: | SCHOOL ON WHEELS: Equipment for the Mobile Service Aluminum & Brass Corp., Detroit, who had 30 or more years 
» by F School of the Clark Equipment Co., Buchanan, Mich., here of service were honored Dec. 5 at a dinner, where each re- 
r-old f Stlown in session, is transported in a special tractor- ceived a diamond-studded lapel pin of the design shown 
it is B'railer unit. Designed to offer advanced service and here. Left to right are S. D. Den Uyl, president of 

14. [ Maintenance training, the school is expected to be at- Bohn Aluminum & Brass, and Theodore Uznajewicz, who has 
ction — ‘ended by 5000 men and to make a 20,000 to 25,000-mile been with the firm for 47 years, longer than any other 
sight B Ationwide tour during its first two years of operation employee. He began at Capital Brass, later part of Bohn 
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CLOW Water Pipe 


demands 


top quality Pig Iron \ 





lrs no longer news when a cast iron water line is found to be in 
almost perfect condition after a century or more of service underground. No other material 
is able to do the job so well, so long. To achieve this durability, one of the leading makers 
of cast iron pipe, James B. Clow & Sons, employs modern centrifugal casting facilities 
and high quality pig iron. The company’s Coshocton, Ohio plant relies upon the uniform 
composition and dependable quality of Neville Pig Iron. @ If you have a special casting 


problem, there's a good chance we can assist you. Why not write or call today? 


























Quality Pig Iron for the 


Foundry Trade 


COAL CHEMICALS ¢© AGRICULTURAL CHEMICALS © FINE CHEMICALS © PROTECTIVE COATINGS © PLASTICIZERS © ACTIVATED CARBON ¢ COKE e¢ CEMENT 


140 


PIG 


RON 


FOUNDRY 











bus 
act 
of 
tra 
den 
I 
a | 
An 
to 
the’ 
per 
ing 
sigt 
mel 
dec 
ter! 
nev 
pre 
are 
k 
five 
are 
dow 
dur 
M 
the 
outs 
star 
truc 
are 
win; 
has 
win, 
obse 
plan 
rate 
for 
tape 
B: 
mak 
billic 
new 
craf 
60 p 
Whe! 
trad 
rie 



























Around i 











FOUNDRYMEN are adopting a 
“wait and see” attitude regarding 
business prospects this year. Gen- 
erally foundries report production is 
at the December level, sustained by 
a relatively small strengthening in 
business resulting from “new year” 
activity of casting users. Inventories 
of castings generally are good, so 
trade experts look for no upturn in 
demand until March. 

Pattern shops are fairly busy with 
a lot of new inquiries developing. 
An interesting sidelight, according 
to patternmakers, is that much of 
their activity is in patterns for ex- 
perimental orders of one or two cast- 
ings. Many manufacturers are de- 
signing or tooling up for new com- 
mercial products to cushion against 
declining military orders, and pat- 
ternmakers’ orders are reflecting this 
new trend. Backlogs continue de- 
pressed and for most foundries they 
are nonexistent. 

Foundries generally are working a 
five-day week. Nonferrous shops 
are very slow, activity continuing 
downward—a trend first apparent 
during the third quarter. 

Magnesium foundries are feeling 
the effect of cutbacks and stretch- 
outs in aircraft production that 
started shortly after the Korean 
truce. Indications from Washington 
are that the highly disputed 156 
wing target for aircraft production 
has been jettisoned in favor of 137 
wings planned for mid-1957. Most 
observers think production of air- 
planes is to continue at the present 
rate of about 1000 planes per month 
for the first half of this year, then 
taper well below current levels. 

Backlogs of Los Angeles aircraft 
makers, at $4 billion currently ($18 
billion nationally), will go down as 
new orders fall off. With local air- 
craft manufacturers producing about 
60 per cent of the nation’s aircraft, 
When production schedules contract 
trade observers predict that found- 
ries supplying planemakers will face 
a tighter squeeze this year than 
last. Some foundries are already be- 
ining to feel the pinch caused by 
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a drop-off in aircraft orders. 

Only bright spot in the current 
foundry picture is a thriving oil in- 
dustry. With manufacturers of oil 
tools and equipment, refineries and 
oil fields the largest users of cast- 
ings in this district, foundrymen 
with good reason say that ‘as the 
oil industry goes ... so go found- 
ries”. Fortunately for foundries, the 
oil industry is confident of a good 
year ahead and expects to drill even 
more wells during the year ahead 
than last. 


co 


DISTRICT foundries have recovered 
from the year-end lull, but have 
gained little, if any, beyond that. 
Some shops are doing around four 
days a week; others five, but not 





with a full working force. General 
expectation is that business. will 
slowly improve in February. There 
is little on which to base a definite 
prediction one way or the other. 
However, there are certain seasonal 
factors, such as relate to construc- 
tion activity and capital goods equip- 
ment, which appear somewhat prom- 
ising. Too, certain lines of consumer 
durable goods should be showing 
more life over the next several weeks 
and have a stimulating effect on 
casting demand. 

Currently, backlogs are light. Most 
gray iron shops have little more than 
two or three weeks’ work on hand; 
malleable shops have perhaps three to 
four week’s work; steel foundries, 
possibly a month on an average; 
and brass and bronze shops possibly 
two to three weeks. Aluminum shops 
are in best position of all, backlogs 
running at least several weeks, due 
in part to a continued good demand 
from aircraft companies. These lat- 
ter have more on hand in the way of 
defense work than the other groups, 
for, in general, defense activity has 
tapered appreciably. 

Gray iron shops, which had little 
defense work at most during the 
Korean emergency, have practically 
none at present. Steel foundries have 
felt the effects of this decline more 
than others, for at one time defensse 
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business was the major factor in the 
building up of backlogs which ex- 
tended months into the future, com- 
pared with only a few weeks’ work 
today. 

Captive shops have maintained bet- 
ter production compared with jobbing 
foundries; this is particularly true 
here with respect to brass and bronze 
shops. Captive plants making cast- 
ings for meters and pumps continue 
active. 

Raw material supply, notably in 
pig iron, scrap and coke, is plentiful 
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WHILE there is little expansion in 
casting demand, gray iron foundry- 
men are confident that business is 
due for a more appreciable pickup 
through February and March. An 
improvement in automotive activity 
and in the capital goods lines is ex- 
pected to help operations. Better ac- 
tivity in the construction field, par- 
ticularly as it relates to soil and 
pressure pipe also should be a factor. 
Soil pipe people, in fact, believe that 
now with metal in free supply, they 
stand a good chance of recovering 
some of the ground lost to producers 
of substitute materials used during 
the Korean emergency. 

Currently, gray iron operations are 
showing little, if any, improvement 
over the preholiday schedules in De- 
cember. Most shops are operating 
four or five days a week with limi- 
ted working forces and have little 
more than two weeks’ backlog on 
hand. 

Reviewing the year just past, most 
gray iron operators describe demand 
as being ahead of the preceding year 
3usiness in the last half failed to 
come up to many expectations and 
was definitely off but volume in the 
first half was sufficiently good to 
bring the over-all total to a level 
higher than in 1952. 








Malleable shops are operating at 
around 70 per cent of 
pacity. Little business is coming from 
the railroads, but demand for pipe 
fittings is fair and automotive re- 
quirements are beginning to pick up 
again. Most shops have from three to 
four weeks’ backlog. Steel foundries 
are averaging approximately 65 to 70 
per cent, quite a drop from a year 
ago when defense requirements were 
contributing greatly to business vol- 
ume. Their backlogs average around 
four weeks. Business with the brass 
shops is fair. 


- Detroit 


FOUNDRY production in the Mo- 
tor City is down somewhat com- 
pared with conditions a year ago, 
and foundrymen are a bit concerned 
over prospects for first quarter op- 
erations. Some shops are getting 
die work for 1955 models in better 
volume than last year, but others 
report decisions are slow in being 
made and die jobs are being delayed. 

Direct automotive work also is 


normal ca- 











spotty. Foundries serving certain 
plants are back to normal opera- 
tions while others report that volume 
has dropped off considerably with 
the slump in auto assemblies at 
some plants. Business in machine 
tool castings is definitely down from 
the rate a year ago, although there 
are some indications that a pickup 
is in sight. 

Captive foundries likewise are 
working near capacity in some in- 
stances while others have built up 
an inventory of castings and are 
down to three or four’ day opera- 
tions. 


Film and School Cover 
Spray Painting Method 


DeVilbiss Co., 300 Fhillips Ave., 
Toledo 1, O., has produced a 16-mm 
black and white sound film, ‘Mak- 
ing the Most of the Spray Painting 
Method.” The film runs 45 minutes 
and illustrates the four basic princi- 
ples of spray finishing: Proper equip- 
ment, control factors important to 
achieve highest quality results, spray 
painting techniques and the neces- 





HEADS SOIL PIPE INSTITUTE: 


Anniston, Ala. 








Retiring president of the Cast Iron 
Soil Pipe Institute Jack W. Struve, left, president, Rich Mfg. Co., Los 
Angeles, greets his successor, Frank T. Hamilton, at the group’s annual 
meeting at Sea Island, Ga., Nov. 28. Mr. Hamilton is president of An- 
niston Soil Pipe Co., Rudisill Foundry Co. and Emory Pipe Co., all of 


Mr. Struve told members of the group that industry 
gains and increased use of cast iron soil pipe for house and _ public 
sewers would offset any possible decline in housing demand next year 
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sary care, cleaning and maintenance 
of equipment. The film may be ‘b- 
tained from DeVilbiss for showin,:s, 
A booklet for distribution to thx se 
who view the film covers film high- 
lights and can be used as a referer ce 
book. 

The company also offers fie 
courses of instruction in industr al 
spray finishing methods. Classes ee 
held for one week beginning on tie 
following dates: Feb. 8, Mar. 5, 
Apr. 26, May 24 and June 21. 


























Booklet Helps Evaluate 
Apprentice Training 


“Evaluating Apprentices” is a re- 
cent publication of the Bureau of 
Apprenticeship, U. S. Department of 
Labor, Washington 25. Set forth in 
the pamphlet is an accounting sys- 
tem itemizing more than 50 cost and | 
profit items involved in apprentice 
training. Included is a series of! 
forms for recording the hours and 
grade ratings of apprentices as they 
progress during training, as well as} 
summary forms for annual and final | 
records. 

Free copies are available from the 
publications branch of the bureau. 



















Book Review 


The Control of Quality in Melting 
and Casting, cloth, 88 pages, 8% x 11 
in., published by the Institute of Met- 
als, 4 Grosvenor Gardens, London 
S.W. 1, England. Price $2.50. 

This volume, as its title indicates, 
deals with two phases of quality con-' 
trol in the production of wrought non- 
ferrous metals and alloys, and con- 
tains six papers and general discus- 
sion presented at a symposium on 
the subject held in London last 
March. 

Papers included are: “Principles of 
Technical Control in Metallurgica! 
Manufacture” by A.R.E. Singer 
“Control of Quality in the Production 
of Brass Ingots and Billets” by Mau- 
rice Cook; “Control of Quality in! 
Melting and Casting Copper and High- 
conductivity Copper-base Alloys” by t 
J. Sykes; “Control of Quality in the 
Casting of Zine and Zinc Alloy Rolling 
Slabs and Extrusion Billets’ by C 
W. Roberts and B. Walters; ‘“Contro: 
of Quality in the Melting and Casting 
of Aluminum Alloys for Working’ 
by R. T. Staples and H. J. Hurst 
and “Control of Quality in Melting 
and Casting Magnesium Alloys forf 
Hot Working” by R. G. Wilkinson 
and S. B. Hirst. 

Papers appear first, 








followed by 


the general discussion. A subject in- 
dex as well as a name index are in 
cluded. 
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This Shake-out belt says ‘STOP to ripping 


NYB&P’s RESISTORIP* Shake-out Belt 
is designed to stop ripping almost as soon as 
it starts! A special construction, for which 
a patent is pending, does the trick. 

At close intervals throughout its length, 


In field tests during the past five years, 
RESISTORIP belting has amply demon- 
strated its ability to outlast as many as three, 
four, or more, ordinary shake-out belts. 

If you’re tired of buying new belts every 


rgica 
inger transverse groups of high-tensile steel wires few months, see your local NYB&P distribu- 
ictio! are built into the belt’s carcass. When a tor and have a RESISTORIP be!t ready for 
wg sharp, partly-embedded object starts to rip your next emergency replacement! Write or 
le this belt, it quickly encounters one of these phone PRescott 7-6940, Passaic, N. J.. for 


High 


» 


by 


wire groups. Immediately it is ejected...and 
damage to the belt is confined to a very short 
section, only inches in length! 


your distributor’s name and address. 


*Trade Mark 


(yilne V-BELTS AND ‘’TIMING “” BELTS 
XQ ie Pe 


NYB&P INDUSTRIAL RUBBER PRODUCTS 


America’s Oldest Manufacturer of Industrial Rubber Products 
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Full size ring of castings with papier-mache 
simulation of other tube details demonstrates 








how the finished tunnel will look . . . Molds for the segments are | 
filled with prepared sand from a chute and hand rammed on the ay 
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floor . 


. . Cope sections are lowered onto drags to 
close the mold for pouring . . . Then the rough cast- 


CAST SEGMENTS 


Form Shell of Lincoln Tunnel 


IF TY 2400-lb gray iron and steel 
F segments for the third tube of 

of the Lincoln tunnel are being 
cast daily at Bethlehem Steel Co., 
Bethlehem, Pa. Production rate will 
be increased to 80 per day in Feb- 
ruary as stockpiling quickens in read- 
iness for the start of tube construc- 
tion in April under the Hudson rivet 
between Manhattan and the New 
Jersey shore. 

The segments are nearly 7 ft long 
and 32 in. wide. Finished castings 
are machined to close tolerance to 
permit a tight fit when they are 
bolted in position to form the outer 
casing of the tunnel. A total of 20 
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holes are drilled simultaneously in 
the four edges of each segment, min- 
imum section thickness being 2%4-in. 

At the construction site, segments 
are placed in position behind a shield 
which is pushed under the river by 
hydraulic jacks. Since the _ tube’s 
external diameter is 31 ft, 14 seg- 
ments plus a smal] key or locking 
segment are required to make up 
one complete ring of the tube. More 
than 28,000 iron segments will be 
used in the 7944-ft tube. 

Iron segments have corrosion and 
erosion advantages where the tube 
passes through mud and silt, and 
jointed construction of the casing pro- 


ings are milled to a close tolerance to permit a tight fit when they 
are bolted together during assembly of the outer tunnel casing 


vides flexibility to accommodate shift- 
ing movements of silt. Exterior of the ’ 
segments is tar painted, and the inter- | 
ior of the casing is waterproofed with | 
lead caulked into grooves at the seg- 

ment joints. Approximately 1800 steel 

segments will go into the tube, Steel 

with its greater tensile strength, is 

used to withstand bending pea, 
at points where the tunnel enters 
rock. Approximately ten per cent 
of the segments in the tube will hav 
tapered required to provide 
for necessary curves in the tunnel. 


sides, 





A ring of segments was assembled 
at the Bethlehem plant to illustrat 
the method of installing them in thi 
tunnel. It is shown in the ac- 
companying view. A roadway was 
simulated within the ring to show 
how two lanes of eastbound traffi 
will operate over its 21-ft, 6-in. width 
Fresh air is pumped into the tube 
through a duct beneath the roadway 
A second duct, above the ceiling 
draws off exhaust gases. 
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casing 
: e 
ail ... ageless contribution to man 
' 
of the 
_inter- § 
d with | 
" —— Over the centuries, man has found fire clay an ideal medium to 
steé i . . . . . 
He ; express his artistic faculty. Illustrated here is an example of ancient 
aetee - ° . . . 
si al fire clay use... a painted jar* found in graves belonging to 
Sa I New Stone Age People who lived in northwest China 
onkovs more than 3,500 years ago. 
r cent 
1] have 
rovide 
innel. Modern civilization calls on fire clays in another, yet a most 
mbled fundamental way . . . to serve great industries in their quest to 
strate conquer and utilize heat. For without fire clay refractories, 
in the industrial furnaces could not produce the many tons of steel, 
e a iron and other metals so indispensable in today’s economy. 
y was 
sh ” A leading source of fire clay refractories is: 
trafic ; 
width ILLINOIS CLAY PRODUCTS COMPANY 
» tube SALES OFFICE: 208 S. LA SALLE ST., CHICAGO, ILLINOIS 
.dway MAIN OFFICE: BARBER BUILDING. JOLIET, ILLINOIS 





MANUFACTURERS OF GOOSE LAKE AND CHEM-BRIX REFRACTORIES AND THERM-O-FLAKE INSULATION 





eiling 






* Courtesy Chicago Natural History Museum 
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Whether your concern is castings, forgings or n 
parts, make 20th Century *Normalized shot and ¢ 


a part of your straight-line production operation) 


The high uniformity and greater durability of 2 


Century *Normalized . .. the persuasive abrasix — 10 


v 





line... gives you maximum efficiency, incread T 
economy ...and a quality product. | bi 
Feb 

. . ~e« Ma 
Write for our new catalog No. 1153 today. ) Ap 
> Ma 

Aug 

Sep 


Metal 
THE CLEVELAND Abnasive 


800 East 67th Street e@ Cleveland 8, Ohio 
Howell Works: Howell, Michigan / 


Hard Iron— Malleable (* Normalized) —Cut 1961 


—Cast Steel (Realsteel) Oct 


One of the world’s largest producers of quality shot, ; 


and powder 


*Copyrighted trade name 
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= Foundr 
——Shipments. Shipments 
Unfilled Perm. Unfilled | ULAR AS RSI INDIRN EARNER IEE Non 
Total For Sale Orders? Total Sand Mold Die Orders? 
19 1,085,241 656, 076 1951 515,131 193,378 160,011 151,465 
195 19528 
Oct entice Se 06n 52,922 168,609 Oct. 51,631 17,826 15,191 18,284 132,624 r) ry 
10 mo . 769,3HA1 476,279 veces 10 mo. 419,153 161,920 117,229 132,753 ... 
Ni 76,099 46,708 167,842 Nov. 46,483 15,419 13,463 17,372 138,461 
De 80,680 50,485 173,494 Dec, 53,343 17,277 16,191 19,608 146,499 
il 926,120 573,472 Total 518,979 194,616 146,883 169,732 NARI TE ENRENRE N 
19 19533 
Jar 87,249 174,809 Jan. 55,629 19,158 16,147 20,052 142,542 
Fet 86,515 175,088 Feb, 54,864 17,583 16,698 20,272 148,557 
Mar 94,481 177,776 Mar 59,423 18,989 17,865 22,265 145,749 
Ap 95,923 174,514 Apr. 61,582 20,009 18,583 22,620 141,231 = —— — - . - 
May 82,050 160,387 May 57,602 19,600 16,479 21,208 138,037 f : Se SS SS Ww. ] 
Jur 86,514 50,819 151,016 June 56,820 19,330 15,535 21,675 136,437 é Foundry Ry Rattan orkers cal 
Jul 77,111 45,413 137,251 July 51,653 16,664 15,733 18,915 126,426 
Aug 73,855 45,415 120,801 Aug. 50,900 16,007 16,294 18,200 127,896 : Number 
Sep 74.333 45,466 114,523 Sept. 53,694 17,818 17,215 18,245 122,049 Estimated 5 we 
ct 73,473 45,515 104,046 Oct. 55,506 17,212 17,052 20,893 116,676 (Thousands) 
} 10 m 831,504 500,656 aéuees 10 mo. 557,673 182,370 167,601 204,335 Sept. Aug. Sept. 
1953 1953 1952 
Ferrous 209.5 211.6 221.5 
) a ee Nonferrous 77.6 77.3 74.2 
or mee Magnesium 
bl sinariol Minna os soa Average Weekly Earnings 
and u Shipments of castings—1000 pounds’) (Shipments of castings—1000 pounds’) Gray Iron P $76.55 $72.81 
atta Shipments Shipments — Iron be i oa oF 
= Perm. Unfilled Unfilled Woanlarrotin 78.99 79.31 
Total Sand Mold Orders? Total For Sale Orders? 
= ' 151 97 75 7 "4 95 2 95 9. Q 
of 20g 125), 1,197,443 1,075,437 69,883 ml 30,825 28,090 Average Weekly Hours 
¥ ee 93,102 84,544 5,518 86,779 Och 2.4 3,250 3,070 16,237 Gray Iron 10.5 41 
abrasive 10 mo. 838,672 756,804 53,139 or 10 mo 28,788 27,320 ; Malleable Iron 40.6 39.8 
Nov 80,439 72,281 5,011 82,393 Nov. 2,959 2,785 17,053 Steel 40.1 41.0 
nereasdm Dec. -- 90,799 81,777 5,715 76,871 Dec 3,110 2,872 16,020 Nonferrous 40.7 41.7 
| Total 1,009,910 910,862 63,865 Pee Total 34,857 32,977 
Y 1953 19533 Labor Turnover Rate (Sept.) 
Jan 85,781 76,686 5,388 80,793 Jan, 3.073 2 825 15,680 (Per 100 employees) 
Feb 85,183 76,847 5,061 76,578 Feb 3,225 3,033 14,834 ; 
Ma 92.798 83.639 5,716 69,490 Mar. 3.362 3,093 13/608 Total Total 
Apr 94,362 85,471 5,462 72,291 Apr 3,294 3046 12,709 Acces- Sepa- 
May 85,223 76,912 4,855 66,926 May 2,679 2'434 13.635 sion ration Quit Layoff 
June 84,656 76,333 4,706 64,535 June 3,136 2,666 13.664 Gray Iron 4.0 6.1 2.6 2.7 
July 71,041 64,451 3,926 61,209 July 3342 2,084 13,840 Malleable Iron 4.0 6.0 3.3 2.1 
Aug 78,357 70,557 4,890 63,419 Aug. 2.559 2,279 13,125 Steel 1.8 5.8 2.2 3.0 
Sept 80.307 71,895 5,27: 59,141 Sept 2.524 2,236 12,454 Nonferrous 4.3 7.7 2.8 3.8 
Oct, 83,661 74,221 5,775 53,867 Oct ; 2,999 2,613 11,351 - 
C 10 mo. 841,369 757,012 51,052 ere 10 mo 29, 223 26,309 Source: Bureau of Labor Statistics 
é 
ii - eT ee ™ a 
| (Net tonst) 
Heavy Steel Chilled Railroad Pressure Pipe Soil Pipe 2 
J] All Castings———— Miscellaneous Oastings Ingot Molds Car Wheels & Fittings & Fittings Unfilled 
Shot, gry Total For Sale Total For Sale Total For Sale Total Total Total‘ Orders*® 
-Cut With 1961 14,988,556 8,453,048 9,573,347 4,471,539 2,614,517 1,257,542 639,996 1,473,192 687,503 
1952 
Gis wiccee 1,233,480 688,837 759,131 340,695 243,462 117,255 45,664 117,089 68,134 1,391,608 
10 mo 10,658,044 6,158,851 6,730,594 3,173,494 1,772,355 849,807 460,334 1,118,124 551,168 ee a cae 
Nov. 1,060,735 593,779 649,316 296,674 218,349 104,035 41,655 99,196 52,219 1,309,252 
Dec, .. 1,141,658 619,070 713,332 321,939 247,605 116,410 42,957 95,198 42,566 1,316,308 
‘ Total 12,860,437 7,371,700 8,113,242 3,792,562 2,238,309 1,070,252 544,896 1,312,516 651,472 cccccces 
953 
Jan. 1,161,945 622,392 730,216 324,830 252,191 118,514 38,385 93,930 47,233 1,333,265 
j Feb. 1,135,868 607,160 721,847 315,101 228,360 106,398 44,420 93,152 48,089 1,332,038 
re 1,264,271 674,720 800,390 341,656 250,447 119,630 41,414 114,885 57,1385 1,375,886 
| Er 1,277,288 683,047 799,872 329,802 246,873 122,702 44,877 120,105 65,561 1,305,849 
May 1,185,545 641,581 734,326 312,836 238,202 115,728 41,373 113,136 58,508 1,271,711 
June 1,196,106 648,400 743,737 312,681 232,596 115,946 45,542 114,118 60,113 1,245,904 
Marais cia 1,056,422 573,280 752,871 274,890 212,187 106,526 36,715 97,739 57,410 1,232,661 
Aug. 1,069,392 588,543 646,902 286,449 217,930 107,428 40,327 107,805 56,428 1,222,612 
ee 1,106,582 611,905 669,225 289,909 232,055 117,694 37,055 108,270 58,977 1,170,191 
Oct Nieets 1,141,526 650,229 669,757 300,249 245,966 124,177 41,917 118,306 65,580 1,075,538 
10 mo 11,593,945 6,301,257 7,268,643 2,997,903 2,356,797 1,154,743 $12,025 1,081,446 575,034 ee 
(Net tons1) 
All Oastings Carbon Steel—— Alloy Steel _ 
Railway Railway Railway Unfilled 
Total For Sale Specialties Total For Sale Specialties Total For Sale Specialties Orders* 
— 2,050,054 1,606,903 466,172 1,541,280 1,162,687 415,915 508,574 344,216 50,157 
Oct os 165,155 124,626 23,590 116,201 87,035 20,611 48,954 38,571 2,979 772,949 
10 mo. 1,615,211 1,243,609 292,685 1,155,024 889,114 254,221 462,177 359,693 35,464 ahaa 
Nov. 148,259 110,467 23,148 105,314 77,979 20,681 42,045 33,349 2,467 751,687 
Dec 161,733 122,166 26,728 114,146 86,165 24,046 47,587 36, T57 2,682 719,208 
Total 1,925,203 1,476,242 339,561 1,372,494 1,053,264 298,948 552,709 430,429 40,613 
Jar 167,211 126,819 27,150 118,423 118,423 24,788 48,788 38,121 2,362 706,490 
Fet 175,675 137,592 33,156 122,624 94,991 29,828 53,051 43,495 3,328 644,302 
Ma 182,181 141,873 34,364 129,055 100,069 31,772 63,126 42,286 2,592 634,600 
Ap 179,615 140,051 34,035 128,457 99,602 31,212 61,158 40,938 2,823 573,565 
= 166,649 126,380 ,552 117,318 88,781 26,888 48,331 38, 036 2,664 196,047 
oo ; 164,665 125,984 30,381 116,358 88,260 27,767 48,307 38,1380 2,614 475,756 
u 139,577 105,687 22,925 95,891 71,488 20,938 43,686 34,532 1,987 467,900 
Au 141,340 107,941 25,026 97,076 73,784 22,637 44,264 35,003 2,389 418,927 
Sey 135,303 102,880 24,108 95,944 72,780 21,724 39,359 30,338 2,384 327,172 
Oct pales Ob ewes 140,702 106,788 25,411 100.568 76,118 23,449 40,134 30,988 1,962 304,110 
mo. 1,591,918 1,221,995 286,108 1,121,714 884,296 261,003 470,204 371,867 25,105 anaede 
‘an source: Bureau of Census. %For sale only, % Based on new sampling method; not comparable to prior figures 
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FOUNDRY STATISTICS (Concluded from page 147) 
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Pe. rT Tritt Tet Tt re ind 
| |! ndex of Foundry Equipment 
600 | —— 5 -inon SHIPMENTS OF CASTINGS__-_-_——————S—S Ord y 
ee ! ( REPORTED BY BUREAU OF THE CENSUS ) _— 
1200 Foundry Trades Only 
an Net Orders Closed, New Equipment) 
\ 
1952 1953 
800 Jan 404.5 201.0 
Feb 200.4 257.3 
Mar. 310.0 396.7 
wm 200 Apr, 385.1 303.0 
z May 225.2 294.4 
- 180 June 353.8 446.8 
uo July 343.9 440.8 
© 160 Aug. 311.6 633.8 
o Sept. 365.9 317.2 
Q Oct 335.8 202.9 | 
140 : : 
= Nov. 258.1 455.8 
n 120 }— Dec. 343.3 i 
3 [—MALLEABLE IRON Peo Note: Figures are percentages of the se § 
100 1 period 1937-1939 taken as 100 per ant 
zs —— ~ ea (monthly average). Source: Foundry Equip- 
ment Manufacturers Association. 
80 ‘ yok 
—COPPER-BASE ALLOYS 
60 | —-#— ee _ y ) 
f__ ALUMINUM =—T, Coke Production and 
tan ee 3 : > Consumption 
0 _ oe | | {| | | 1! Cs | coy s 
SFMAMYU VAS OND FMAMU SJ ASOND JFMAMJ SAS OND (Net tons) 
eo! 1952 1953 | 
Consumption t 
Production Total By Foundries 
i 1951 79,133,744 78,868,124 3,664,404 
ngot Brass & Bronze Zinc-Base Alloy 1952 
2 Nov. 6,316,660 6.418,639 252,805 
(Shipments in net tons) (Shipments of castings—1000 pounds!) 11 mo. 61,553,791 60,563,889 2,695,771 
Ghipments Untill Dec 6,690,649 6,981,036 246,107 
1952 1953 Totals ca oe Total. 68,244,440 67,876,964 2,955,241 | 

aa 28,315 24,423 1951 478.996 324,964 1953 

Mar 24,211 25,429 ~ tl : Jan. 6,767,814 6,884,585 248,557 

Apr. opted 28,256 Oct. ..... 42,852 30,437 78,984 Feb. 6,132,084 6,263,083 237.670 

oan : 22,547 25,044 10 mo. 329,440 227,624 Mar. 6,835,310 6,875,568 275,442 

, 21,740 21 660 12 mo 108,353 282.673 Apr. 6,538,477 6,536,195 272,229 

July crap oe 20.818 5950" : May 6,820,985 6,748,957 274,236 

rs 18,947 19,321 May 44,471 85,234 June 6,613,614 6,683,768 254,830 

Sept rath 20,156 June 49,051 88,060 July 6,750,381 6,656,222 218,470 § 

Oct 22,060 21,463 July 39,360 83,034 Aug. 6,724,779 6,591,879 237,612 & 

eae pe 24,20 Aug 38,214 77,895 Sept. 6,401,979 6,302,490 235,859 & 

Dec asa psi 0 38.965 4 72,631 Oct. 6,554,368 6,555,613 236,329 
Total for year 77736 ac pr 28,730 72,967 Nov. .... 6,209,536 6,040,531 216,318 & 

year 77,736 10 mo 446,885 307,839 11 mo.. 72,378,727 72,139,891 2,707,874 
Pig Iron P i 
ig Iron Production and Consumption 
a Production** 
(Standard grades—1000 net tons) Low Phos. C tion* 
; Intermediate Low (By type of furnace, 1000 gross tons) 

=e goes Foundry Malleable Basic Phos. & Bessemer Total Cuncia Air Electric 

vo 70, 264.5 2 2 > ‘ > einer agid ae ; 

1952 é 186.2 3,169.0 55,134. 8,774.8 63,760 5,731 354 136 
iy x 6,138.9 262.0 315.4 4,842. 718.8 5,472 397 21 12 
a "ant 570.8 2,698.2 43,147. 6,435.7 19,226 4,990 245 19 

Total 61,3068 a : z re 5,106.¢ 699.2 5,685 419 24 4 § 

1953 -< 3,013.3 48,254. 7,174.9 54,911 4,909 269 113 
Jan 6,470.6 274.9 285.5 5 5 
es a ann” cay pdt 250-6 5,201.5 08.8 or 
Mar 8601.1 263.9 294.6 4,640.7 680.3 418 24 if 
As ‘phage oe 08.1 5,256.1 72 7 1 
May 6,161.6 244.7 327.1 4,885.6 704.2 178 28 12 
fase setae 220.0 347.7 5,237.0 713.8 436 24 14 
July rome svi.6 313.4 5,075.0 698.0 437 24 12 
on $381 1 oan 1 Hee : 5,145.1 722.9 367 20 15 
; rare 310.7 5 Sar BA 1 
Sept 6,121.4 209.4 310.4 re uae en = - 

Oct 6,409.2 18.9 90.8 5 175 7 674.5 393 22 16 
Nov 1,995 ) 201.0 277.2 4'859,3 pg ) 
11 mo 69,165.5 $27.0 3,459.9 55.569.5 . 709 os 
sf O.m 
. 
Iron and Steel Scrap Consumption 
(Gross tons*) 
——— ~All Scrap 
I Pace By Types of Furnace 
Total > B upola Air ———Electric — 

1951 68 cll : nponpoe Total Purchased Total Purchased Total Purchased 

vied : 2 33,822,431 11,090,607 5,878.939 1,203,740 441,099 8,391,919 5,389,005 } 
Sept 7FQ9 ¢ > ‘ . 
ag x 2 Lhe a 2,862,994 760,092 389,910 92.212 30,493 761.795 501.602 
Oct ee mee "a aan ae 6,676,588 3,530,969 781,437 292,280 5,661,612 3,635,240 | 
Nov a preg ee Sol, 458 439.401 98,947 37,743 "814.565 546 189 § 
eee 3°973 633 731,825 379,950 80,228 30,502 780,042 518,320 | 

Total 61,625,549 30520 946 eee 412,177 92,621 35,064 758,845 491,084 | 

1953 si 9,154,146 4,752,497 1,053,233 395,591 8,015,064 5,190,838 | 
Jan 6,256,718 3,061,551 810,25 . = 4c 
Feb 5,802,854 2°817,89 aoe 971 95,430 35,695 795,292 517,968 
Mar, 8.536 867 mpi 818,375 306 92,371 35,234 745,179 478,486 
Apr. 6 297’ 089 3/026" cee ead ie 110 03,034 38,583 857.760 583.480 
May "904'09 dy rs 921,589 185 108,449 41, 004 820.647 27 F0@ 
June phe 3, ohne 477 92,703 798-098 aa et 
Jul 20/46 > $76,320 905 99,799 743.5% 46: F 
Aug peeeeee 2 720,114 283 74,815 691/521 

5 »,657, 409 759 O79 Patt niga Disk 
Sept 95,721 2'302 772 Sucre ee ‘41 77,047 678,968 
9 mo 642 566 Ras epee _ $82,131 274 80,866 595.523 
342.566 25,664,220 (,454,245 952 822.514 318.960 6.776 518 
*Source: U. S. Dept yf In ) Bureau of XN 2 
wn oo s OF srte I sureau of Mines. **Sourc d ice Iror a ee 7 ¢ ee : 
*Based on new sampling method; not nparable to weer. tll seis = Ins = Source: Bureau of the Census, 2For sale 
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New efficiency—contoured plows 
keep sand and bonding materials 
in mullor path. 














Discharges batch thorough- 
ly in seven to ten seconds 

. no material left behind 
.. no waste. 


Why Does the 


CPEEDMULLOR 


Cut Material Costs 
One-third to One-half? 


The new Series A Speedmullors offer even greater superiority in 
mulling core and molding sands. 

With maximum mulling efficiency, the amount of expensive bonding 
additions needed to obtain specified properties is reduced. That's why 
the Speedmullor’s more efficient rubber-to-rubber mulling means mat- 
erial savings of one-third to one-half. 

Independently conducted tests have proved that the Speedmullor 
coats sand with bond more than three times as fast and up to twice as 
thoroughly as the old metal-to-metal mixers. 

Add to between-rubber mulling, the advantages of aeration during 
mulling, a fast thorough discharge, and high-pressure centrifugal mull- 
ng; and you'll see why the Speedmullor saves one-third to one-half 
on materials. 


Sand mulled between rub- 
ber mullor tire and rubber 
liner . . . rubber distrib- 
utes bond better than 


metal by squeezing it Thorough aeration dur- 
around grains. 











ing mulling . . . bond 
cannot agglomerate in 
wasteful lumps, 


Horizontally-mount- 
=. ed, rubber-tired mulling 
wheels apply high centrif- 
ugal force to perfectly coat 
sand with bond. 


Write now for your free copy of 


A NEW BULLETIN FEATURING 


THE SERIES A SPEEDMULLORS 


Beardsley & Piper, Div. Pettibone 
Mulliken Corp., 2424 N. Cicero Ave., Chicago 
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Until You’ve Seen! : 


the NEW film 


— ] 


COREMAKING| 
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Now for the first time, for those 
contemplating mechanization of 
their core rooms and for those 
foundrymen with core production 
questions, there’s a new techni- 
cal film available. No glib ad- 
vertising claims, no lengthy 
superlatives, just straight-from- 
the-shoulder pictures and facts 
for the foundrymen who like their 
information that way. 

The film is ‘“Mechanization in 
Coremaking,” originally pro- 
duced for the Plant & Plant 
Equipment Committee of the 
American Foundrymen’s Society 
and now available for Foundry 
Chapter meetings, for educa- 
tional and technical groups, or 
for plant operating or planning 
staff meetings. Reservations are 
being accepted now on a first 
come, first served basis. Write 
today while advance reserva- 
tions are still available. 


“Mechanization in Coremaking” 
was produced by Beardsley & 
Piper, which offers the world’s 
most complete line of core room 
equipment and other foundry 
machinery — 


ifeaturi g 
were — B&P, J&J, & Champion. 
] 


' 


The Midwest Foundry Company ...a jobbing foundry with a core blower — 
equipped production core room. 


ec 


For full information write to 
. ; Beardsley & Piper, Div. Pettibone 
A high production Swingslinger operation in Studebaker’s core room. Mulliken Corp., 2424 N. Cicero 


Nn i) A 1400 core per shift — one man Champion Cormatic operation at the Ave., Chicago 39, Illinois. 


Newnam Foundry Company. 


engine cores. 


TI # Golden Foundry’s high efficiency CB 400 core production line for diesel 
’ 


A highly mechanized drawbar core production unit at Americal Steel Foun- LOOK TO 


dries, Alliance, Ohio. BEARDSLEY & PIPER 


Jobing production of large cores on a Sandslinger-turntable unit at Ver- 
it foundries. 


f A Sandslinger-roller conveyor unit at the Standard Foundry, Worcester, 
Mc ssachusetts. 


For i Motor Company’s high-production Dual Cormatic unit with Blomatic 
Co e Blower and two automatic Rol-A-Cors. 


FOR BETTER METHODS 


ND OTHER INSTALLATIONS 








...but only a 


JzJ JOLT ROLLOVER 


could dothis job! 


Chemalloy Company of Louisiana, Missouri, had a 
really tough core job in making air-cooled cylinder 
heads. The making and drawing of these cores with 
their deep fragile fins were real core room problems. 


Chemalloy checked all rollover machines that might 
do the job, but only a J&J Jolt Rollover met their 
specifications. Two J&J 612 RPs were installed, and 
the job has been running smoothly ever since. Two 
B&P Roller Riddles, used with the rollovers, elim- 
inate any necessity for manual riddling, and give a 












perfect finish over the entire core. 


For your own very difficult core making or molding 
jobs, or for all jobs that require the maximum in 
dependability and performance from a molding ma- 
chine, you can’t beat Beardsley & Piper—J&J...a 
full line of machines completely redesigned by the 
country’s top foundry equipment engineers. Write 
for catalog now! Beardsley & Piper, Div. Pettibone 
Mulliken Corp., 2424 No. Cicero Avenue, Chicago 
39, Illinois. 


-..and a ‘40’ Speedmullor thoroughly mulls all of the 
core sand increasing production 25% and cutting core rejects 20%. 
A 3 saving has been made in the use of costly core sand additions. 
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The Turkish Foundryman 
- « e OLD and NEW 


By HAROLD E. HENDERSON 


H. C. Macaulay Foundry Co. 
Berkeley, Calif. 





The author (right) and his 


interpreter. Private rail- 
road car in background pro- 
vided a temporary residence 








Mosque and minarets are part of typical Turkish scene in Sivas 


NY man would be presump- 
tuous indeed who pretended to 
clearly understand Turkey 
and everything Turkish, after spend- 
ing a brief four months in that 
ountry. Actually, this writer en- 
joyed but three months and twenty 
lays there, every minute of which 
was crammed with interesting obser- 
vations. 

My assignment as a foundry sand 
onsultant was arranged by the Tech- 
nical Assistance Division of the Mu- 
tual Security Agency, at the request 

the Turkish government. My 
specific task was to instruct the Turk 
inthe preparation and control of his 
foundry sand, and to assist and ad- 
vise him in such other phases of 
loundry practice as might tend to 
nprove and increase his production of 
astings. My time was divided among 


seven foundries engaged in_ iron, 
steel and nonferrous practice, and 


these were of the armament and rail- 
toad industries. 

every imaginable 
officials of each 
feel almost like 
were 


extended 
urtesy by the 
lant who made me 
i Visiting diplomat. No 
darred to me, and no questions were 


I was 


doors 


‘vaded. I found the Turk to be a 
latch for any man. He is highly 


itelligent, genuinely ambitious, cour- 
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teous to a fault, his patriotism is be- 
yond dispute, and his faith in the 
ultimate triumph of the new Turkey 
is magnificent. He is American in 
everything but speech, and even in 
his language reform, he leans our 


way. I found his welcome to be most 
sincere—his hospitality above and be- 
yond the call of duty—and it was 
with moistened eyes that I finally 
bade him goodbye. 

The Turkish foundryman labors 
under a tremendous handicap. For 


over six hundred years, under the 
crudest of handicraft methods, he 
has produced castings that would do 
credit to nations that naively pride 
themselves on being superior to the 
Turk. Today in Instanbul there are 
hundreds of small “hole-in-the-wall” 
where ornaments, kitchen 
and hardware castings are 
but to the best of my knowl- 
edge there is no work of any 
siderable size being made there now 
Yet, at one time, probably from one 


foundries 
utensils 
made 

con- 


to four hundred years ago, cannon 
foundries of Istanbul produced guns 


in iron and bronze weighing from 1 
to 20 tons, and displayed an ingenuity 
of craftsmanship that has rarely been 


equalled. 
According to a Turkish book on 
eannon making (Top  Fabrikasi) 


which was partly (and loosely) trans- 
lated for my benefit, one of these 
guns was molded in sand which re- 
quired the addition of 40,000 hen eggs 
as bonding agent, and the bore of the 
gun was made with chills. Very little 
finish was said to be required. I 
could learn nothing as to the per- 
formance of the weapon, but it could 
certainly have presented a most 
formidable appearance, and _its 
“park” must have been frightening. 
These cannon are still to be seen 
in the huge scrap yards of Turkish 
foundries, which I had 
examine closely, and they bear mute 
but glowing tribute to the Turkish 
past centuries. 


occasion to 


molder of 

They also frustrating 
problem to the foundryman of modern 
Turkey who has thus far failed in 
his attempt to reduce them to fur- 
nace size for remelt. Neither drop- 
ball nor cutting-torch has been able 
to do the job economically, and so 
far the use of powder has proved in- 
effectual. A similar problem exists 
in one of the large nonferrous plants. 
Here in the scrap yard piled up like 
logwood, are numerous cannon of cop- 
per or bronze which cast in 
Russia some fifty or a hundred years 


impose a 


were 


ago. These also seemingly defy re- 
duction. 
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Turkey has enjoyed or suffered 
(depending upon your point of view) 
six hundred years of a strictly hand- 
icraft state of foundry operations of 
the screen and shovel variety. Since 
the advent of her republic just thirty 
years ago, her progress in various 
fields of economic endeavor has been 
incredible. Ancient custom and usage 
was discarded as unfitting to the 
new Turkey, whose eyes were turned 
admiringly toward the West. Mustafa 
Kemal “Ataturk” had seemingly 
achieved the impossible with his num- 
erous and revolutionary reforms. The 
harem and multiple marriage were 
abolished. Men were forbidden by 
law to wear the ancient fez. Separa- 
tion of church and state was effected, 
and schools were removed from the 
mosque and declared public institu- 
tions. 

The language was changed from 
the Arabic to Roman letters and 
numerals, and a new system of educa- 
tion was brought into being. It was 
no longer compulsory for women to 
wear the veil, and their status and 
dignity in this as in other matters 
has been vastly improved. They now 
enjoy full voting privilege and a 
developing sense of economic equality. 


Work Is Beneficial 


Before and during World War I, 
Germany conferred various benefits 
on Turkey in the matter of techni- 
cal assistance and otherwise, and the 
effects of that aid are still clearly 
evident. Since World War II, the 
United States, through the Marshall 
Plan and later the Mutual Assistance 
Program, has taken hold _ where 
Germany left off, and is doing a 
splendid job in helping the Turk to 
help himself. Today, the work of 
MSA is being unmistakably bene- 
ficial to some forty phases of Tur- 
key’s economy, by a greatly improved 
and increased production of materials 
required in both war and peace. 
Malaria control and other sanitary 
measures are appreciably lowering 
the death rate, and with the introduc- 
tion of adequate refrigeration, the 
national health will benefit 
ingly. 


accord- 


During the past thirty years, o1 
since the birth of the republic, Tur- 
key has undergone a revolution both 
socially and industrially of such far- 
reaching significance as to almost 
startle the western mind. Centuries of 
corruption and superstition have been 
overthrown in the westernization pro- 
gram activated by Ataturk, father of 
the new Turkey. The foundry, how- 
ever, has been least affected by this 
political upheaval. The ancient art 
of foundry practice, in which the Turk 
had once been so adept, had long 


154 





since begun a gradual decline, and the 
economy of the country under the 
last two sultans was depending more 
and more upon foreign sources for 


heavy machinery. Today, castings 
in the ten-ton class are rare in 
Turkey. 

While a considerable amount of 


comparatively new foundry machin- 
ery from England, Germany, France, 
and the United States has found its 
way to Turkish foundries, much of it 
was ill-advised and has not justified 
its cost or expectations. Turkey has 
suffered from at least one siege of 
“catalog buying,” evidence of which 





FOUNDRY Index Is Ready 


Index to FOUNDRY, Volume 
81, listing by title, subject mat- 
ter and author the editorial ma- 
terial published during 1953, 
now is available for distribution. 

Readers find the index a ready 
reference to various phases of 
foundry practice, new _ tech- 
niques and recent developments 
in the industry and a quick 
means of locating information 
published during the year. 

Subscribers may obtain copies 
without charge by directing re- 
quests to FOUNDRY, Penton 
Building, Cleveland 13, O. 











is to be seen on all sides. Molding 
machines were purchased entirely un- 
fitted for the work at hand; sand- 
blast units arrived minus motors and 
fans, undersized mullers’ without 
needed accessory equipment were in- 
discriminately placed in the middle 
of molding floors. 

Most cores are made of wet mold- 
ing sand, with perhaps a little saw- 
dust and molasses-water added. These 
are extremely weak and brittle as they 
coreroom, but are 


come from the 
certainly baked hard when sur- 
rounded by molten metal, making 


the cleaning job most difficult. I 
found no core oil or clay-free sand 
in Turkey, no corn flour suitable for 
foundry use, no pitch compound, or 
satisfactory seacoal, no properly 
ground bentonite or high-refractory 
fireclay or firebrick, no silica sand 
suitable for steel molding, nor a fine- 
grade of molding sand capable of pro- 
viding a satisfactory finish on non- 
ferrous work. 

I am not saying that these things 
are entirely nonexistent in Turkey, 
but I do say most emphatically, that 
they were not available for my use, 
and despite the very active assistance 
of many able and interested people, I 









was unable to secure these mold a. 
terials which an American consider; 
essential to modern foundry pvac. 
tice. 

As far as I have been able to de 
termine, the Turk is hardly to b! im: 
for the condition in which he oy 
finds himself. His treatment at the ) 
hands of various foreign powers ro. 
vides some of the dark pages in w orld 
history. Perhaps the Marshall ! lar 
aid, followed by Mutual Secur ty’ 
Technical Assistance Program, naj 
yet serve to redeem Turkey’s faita i 
her western brothers. It must bf 
difficult for her even now to betiey 
that we are not there for plunder 

All of the foundry sand which lj 
saw in Turkey came from a singk 
pit near Istanbul. This deposit ha; 
been worked for several hunired 
years, and may once have been 
reasonably good sand, but today it 
has little to recommend it. As the 
quality of this sand has deteriorated 
molders and coremakers have become 
more and more proficient, a compen- 
sating factor that has served to keer | 
alive this ailing industry. } 











Sand Is Handicap 


In Ankara, there is a very modern’ 
technical school where foundry prac- 
tice is taught to budding engineers 
I enjoyed the privilege of working 
with these students, and instructing 
them in elementary sand practice 
Oddly enough, the largest castings } 
produced in Ankara-——2-ton bevel 
gears—were made by the boys in this | 
school, and they were quite acceptable 
castings. But here, as elsewhere, all | 
molds and cores were made fron 
Istanbul sand, providing a_ handicay 
sufficient to dampen the enthusiasm / 
of any boy for foundry work. 

In this school, as in the foundries ha 
I toured, my work was largely of 4 
missionary character. I pleaded for 
better sand and mold materials, ex- 
plaining what tremendous gains 
could thus be achieved. It was not! 
an easy sermon to preach, for pra‘ 
tically every word of mine had t 
be translated into Turkish, and often 
by men who did not’ understan 
foundry terminology. How much was 
lost in translation, I’ll never know 

Despite the lack of good sand ani} 
other needed materials, I did have tht 
satisfaction of contributing in a smal 
way to certain phases of the genera 
practice, and of suggesting in rather 
lengthy written reports, certain ! 
forms which I deemed essential 
their foundry progress. I find 1! a ; 
creasingly difficult to believe tha 
Turkey does not possess within he! 
own boundaries suitable sani al 
other mold materials so urzentl! 

(Continued on page 156 
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MOUNTED POINTS 





SURFACING DISCS 





CORE FILES 





For over 30 years world-wide users of abrasive products have 
recognized BAY STATE as a source of highest quality. 

This reputation has been gained by the exacting work of its 
skilled craftsmen, exhaustive product testing and constant field 
research. Wheels of progress indeed! 















eee «For maximum effectiveness of these “Wheels of Progress” in your foundry, | 
2” BAY STATE offers “On-The-Job” Engineering Service. It brings experienced, 
abrasive-product specialists to any trouble-spot or low-efficiency operation 
in your cleaning room. 
These men know grinding, and their services are yours for the asking. 
Write: Bay State Abrasive Products Co., Westboro, Massachusetts. 


IN CANADA: BAY STATE ABRASIVE PRODUCTS CO. (CANADA) LTD., BRANTFORD, ONT. 






(Continued from page 154) 
needed, and I therefore appealed to 
the government’s geological depart- 
ment, the department of roads and 
communications, the railroad admin- 
istration, the armies—both United 
States and Turkish, the Mutual Se- 
curity Agency, and a host of Turkish 
foundrymen, to aid and stimulate the 
search for these materials. 

In as much as FOUNDRY is reaching 
an ever increasing group of readers 
in Turkey, I hope the editor will per- 
mit me the privilege—slightly unethi- 
cal, perhaps, in this instance—of here 
making deserved acknowledgements. 

I am deeply indebted to my prede- 
cessor, Max T. Ganzuage, of Roches- 
ter, N. Y., who welcomed me to 
Turkey, and who had done a good 
job of “breaking trail’ for me at the 
M.K.E. foundries. In this M.K.E. 
organization, I was tremendously im- 
pressed by the enthusiastic interest 
and intelligent efforts of such men as 





Dr. Tanyolac, Mustafa Tosun, Fikret 
Celtikci, Vedat Alpdogan, Fuat Yuce- 
soy, Muammer Unal, Velit Isfendiyar, 
Mustafa Ozertug, Fazil Turgay, and 
Ibrahim Gunalay, of Ankara and Kir- 
ikkale—all of whom were unstinting 
in their efforts to assist me. 

In the railroad administration and 
shops of both Ankara and Sivas, I 
found Nuvit Osmay, Feyzi Ozil, and 
Ismail Sodak to be especially help- 
ful. Ibrahim Gunalay of Celik Fabri- 
kasi, Kirikkale, has made available 
the facilities of his laboratory, and 
the services of a skilled technician, 
for the purpose of testing all ma- 
terials sent in, and of properly re- 
cording and reporting the finds. Col. 
E. L. Carson and Maj. William Bran- 
non of the United States Army are 
intensely interested in seeing that 
such information receives the broad- 
est foundry coverage. 


Alonzo E. Taylor of the Mutual Se- 
curity Agency is thoroughly convers- 





ant with the foundry situation i) 
Turkey, and has labored untiringly i 

his efforts to obtain metallurgic: 

coke and better melting practice f 

Turkish foundries. 

I am most grateful to the gentl:- 
men mentioned for the very generous 
assistance and encouragement I r 
ceived at their hands. To Warre« 
Bogue, American consultant on th 
Turkish Railways, who made pos 
sible my most interesting sojourn a 
Sivas, I have no words which coul 
adequately express my gratitude. 

However helpful my American 
friends have proved, it was after all 
my host the Turk who, by the very 
generosity of his welcome, made me 
feel not a little ashamed at my inabil- 
ity to produce the miracle he re- 
quired. 

From the ox-cart and the wooden 
plow to the jet engine is a long 
jump—but this the Turk expects to 

(Concluded on page 158) 














Meetings of Interest to Foundrymen 


Feb. 1-5—American Society for Testing Materials, 
committee week, Hotel Shoreham, Washington, D. C. 

Feb. 11-12—Wisconsin Regional Foundry Conference, 
Schroeder Hotel, Milwaukee 

Feb. 18-19—Southeastern Regional Foundry Confer- 
ence, Patten Hotel, Chattanooga, Tenn. 

Feb. 22-25—Third Annual Industrial Ventilation Con- 
ference, cosponsored by School of Engineering, Michi- 
gan State College, and Division of Industrial Health, 
Michigan Department of Health, at Kellogg Center, 
Michigan State College Campus, East Lansing, Mich. 

Mar. 4-5—American Society for Metals, midwinter 
meeting, Hotel Statler, Boston 

Mar. 10-11—Foundry Educational Foundation, annual 
conference of advisory committees and annual meet- 
ing, Hotel Cleveland, Cleveland 

Mar. 15-19—National Association of Corrosion Engi- 
neers, tenth annual conference and exhibition, Kan- 
sas City, Mo. 

Mar. 16-17—Steel Founders’ Society of America, an- 
nual meeting, Edgewater Beach Hotel, Chicago 

Mar. 19-20—East Coast Regional Foundry Conference, 
cosponsored by Metropolitan, Philadelphia and Chesa- 
peake Chapters of the AFS, with Chesapeake as 
host, at Philadelphia 

Apr. 5-7—American Institute of Mining & Metallur- 
gical Engineers, national open hearth conference, 
Palmer House, Chicago 

Apr. 8-9—Malleable Founders’ Society, market devel- 
opment conference, Carnegie Institute of Technol- 
ogy, Pittsburgh 

Apr. 14-16—Society for Experimental Stress Analysis, 
spring meeting, Netherland Plaza Hotel, Cincinnati 

May 4-7—American Welding Society, national spring 
technical meeting, Hotel Statler, Buffalo 

May 5-7—American Society of Training Directors, an- 
nual conference, Hotel Schroeder, Milwaukee 

May 5-8—American Welding Society, welding and 
allied industry exposition, Buffalo Memorial Audi- 
torium, Buffalo 





May 8-14—American Foundrymen’s Society, annual 
convention and exhibition, Public Auditorium, Cleve- 
land 

May 16-19—Industrial Furnace Manufacturers Asso- 
ciation, spring meeting, the Homestead, Hot Springs, 
Va. we 

May 17-20—Basic Materials Exposition, International 
Amphitheater, Chicago 

June 9-11—American Society for Quality Control, an- 
nual convention and exhibit, Hotel Jefferson, St. 
Louis 

June 14-15—Malleable Founders’ Society, annual mect- 
ing, Seigniory Club, Province of Quebec, Canada 

June 14-18—American Society for Testing Materials, 
annual meeting, Hotels Sherman and Morrison, Chi- 
cago 

Sept. 13-20—Instrument Society of America, Interna- 
tional Instrument Congress and Exposition, Conven- 
tion Hall and Commercial Museum, Philadelphia 

Sept. 27-28—Steel Founders’ Society of America, fall 
meeting, the Greenbrier, White Sulphur Springs, 
W. Va. 

Oct. 6-8—National Foundry Association, 56th annual 
meeting, La Salle Hotel, Chicago 

Oct. 14-16—Foundry Equipment Manufacturers’ Asso- 
ciation, annual meeting, the Greenbrier, White Sul- 
phur Springs, W. Va. 

Oct. 27-29—Grinding Wheel Institute & Abrasive Grain 
Association, fall meeting, Edgewater Beach Hotel, 
Chicago 

Nov. 1-5—American Society for Metals, National Metal 
Congress and Exposition, International Amphithe- 
ater, Chicago 

Nov. 11-12—Gray Iron Founders’ Society, annual meet- 
ing, the Homestead, Hot Springs, Va. 

Dec. 1-4—-American Institute of Mining & Metallurgical 
Engineers, electric furnace steel conference, Hotel 
William Penn, Pittsburgh 
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Wheelabrator Saves 24 Man Hours Daily 


Pays for itself with savings effected 
cleaning castings weighing up to 2900 Ibs. 


Here is versatility with a capital V. 


One Wheelabrator airless abrasive 
blast cleaning machine handles all 
cleaning formerly done in 4 tumbl- 
ing mills and an airblast room at 
the Valve Division of American Car 
& Foundry Company, Detroit. This 
Wheelabrator Swing Table cleans 
10 tons of semi-steel castings daily, 
ranging in weight from 14 Ib. chain 
wheels to 2900 Ib. valve bodies. 









Wheelabrator Steel Shot 
assures lowest overall 
cleaning costs. Write 
for Bulletin No. 89-A. 








Savings effected: 

1. Cost saving—sufficient to pay 
for the complete installation 
within two years’ time. 

2. Labor saving—reduced cleaning 
room man-hours from 32 to only 
8 daily. 

3. Smoother flow of work eliminat- 
ing need of work selection for 
tumbling mill packing. 

4. Reduction in breakage and worn 
edges on castings. 





WHEELABRATOR & EQUIPMENT CORP. 


5. Improves working conditions. 


6. Eliminates partial work loss due 
to insufficient castings for a com- 
plete mill load requiring a hold 
over for the next day. 


Hundreds of foundries of every size 
and type are saving with Wheel- 
abrator Swing Tables. No other 
single blast cleaning machine can 
match its versatility and low-cost 
cleaning performance. Send today 
for complete information on a 


Wheelabrator for your cleaning 
problem. Ask for Bulletin No. 
044, 


AIRLESS BLAST 
CLEANING 





505 5S. Byrkit St., 


Mishawaka, Ind. 





Manufacturers and Selling Agents: CONTINENTAL EUROPE—George Fischer, Ltd., Schaffhausen, Switzerland; BRITISH COMMONWEALTH— 
Tilghman’'s Patent Sand Blast Co. Ltd., Broadheath, England; JAPAN—Tokyo Boeki Kaisha, Tokyo; BRAZIL and ARGENTINA—Equipamentos 
F 


Industriais EISA Ltda., Sao Paulo, 


February 1954 


Brazil; AUSTRALIA—McPherson’s, Melbourne; MEXICO—Casco, S. De R. 


Mexico, D. 





(Concluded from page 156) 
And, 
will go far 
new Turkey, 


amaZing as if 
toward 


achieve, pronto! 


may seem, he 


achieving it. The now 


thirty years of age, is, despite its 
immaturity, making progress. that 


approaches the incredible. 


Some forty American consultants, 
mostly sponsored by the United 
States Mutual Security Agency, are 


working harmoniously with the Turk, 
advising and otherwise aiding him 
to improve and increase his yield of 


agricultural, dairy, and other food 
and economic products; to. bring 


about reforms in railroading and oth- 
er public utilities; to improve sani- 
tation and thus contribute to a lower 
death rate and a happier, healthier 
people. The visible gains effected by 
these services have been tremendous, 
and the modern Turk fully appreciates 
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Costs down 20%... efficiency up 
with GRAY IRON! 
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all that has been done in his behalf. 

The natural wealth as well as the 
industry of Turkey is only in its 
first stages of development. American 
oil men have done some exploratory 
work there which seems quite prom- 
until they have complete 
working agreements 
that will guarantee reasonable pro- 
tection of contract, this work is not 
likely to assume full-scale proportion. 
It must be remembered that this new 
republic is young, but is maturing 
with surprising rapidity. The things 
that seemed impossible last year, are 
now being accomplished. It would be 
a bold prophet, indeed, who would 
dare predict the achievements of to- 
morrow. 
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The four advertisements illustrated here are typical 
of a series being sponsored by the Gray Iron Founders’ Society to promote 
the advantages of gray iron castings over other types of fabricated prod- 
The ads are based on factual case histories submitted by members of 
the society and are appearing in five metalworking industry business papers 





ture, but we may be reasonably a - 
sured that Turkey possesses the 
things and many more in abunda 
supply. Their development will 1 
quire both money and know-how. F 
these she looks more and more to t 
United States, and there are ma 
who believe that any investment 
now make in Turkey will prove 
mutual advantage. 


Suggests Modifications 
In Depreciation Policy 


An extensive study of depreciatio 
policy recently was completed b 
Machinery & Allied Products Insti 
tute, 120 South La Salle St., Chi 
cago 3. A summary of the study’ 
conclusions and recommendations has 
been published, with the full study 
to follow in the near future. 

The study analyzes causes of un 
derdepreciation and presents specifi 
recommendations for correction, tak 
ing into account present government 
budgetary problems. According to th: 
institute’s findings, American busi 
ness currently is understating its con 
sumption of capital by about $7 bil- 
lion annually, as the result of inade- 
quate charges to depreciation ac- 
counts. Original cost depreciation, 
even if no further inflation occurs 
will yield a total deficiency in ac- 
crued depreciation of about $70 bil- 
lion in the years ahead until lower 
priced assets now existing have been 
replaced at current prices. 

To correct the situation the 
tute recommends that taxpayers be 
permitted to adopt a double-rate de- 
clining-balance writeoff, with either 
group or item accounting, as an op- 
tional alternative to present methods 
and, also, that original-cost book val- 
ues be blown up to their equivalent 
in current dollars. 

Copies of the summary are 
able from the institute at $1 each 


insti- 


avail- 


Plan Industrial Health 
Conference Apr. 26-30 


Industry and management prob 
lems regarding the health and safe- 
ty of industrial workers will be dis- 
cussed during the 1954 Industrial 
Health Conference at Hotel Sherman 
Chicago, Apr. 26-30. The conferenc 
will include five different groups 1n- 
terested in the industrial health field 
They represent the medical, surgical, 
dental, nursing and hygiene phases 
of health and safety. 

Purpose of the meeting is to dis- 
cuss present proven methods anc to 
study new ideas of protecting ind 
improving health and safety. 
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Wherever The Best Molding Equipment 
Is a Must...It’s NICHOLLS... 





| A battery of NICHOLLS 
“‘push-button’’ automatic 
molding machines in a large 
Cleveland foundry. 





The Heavy Duty Molding Machines That Have Everything! 


@ “Push-button” automatic control to eliminate dangerous risks. 
@ Precision- built for years of service. 


@ Quality construction for finer molds continuously. 





@ Fully automatic operation. 


@ Greater molding economy than you’ve ever known. 


There must be a reason why so many of the country’s top manufacturers choose 
Nicholls equipment. And there is. It’s the same reason why you will want to specify 
Nicholls Jolt-Squeeze and Pattern Draw Molding Machines—Ease and economy of 
operation, low maintenance costs—and the best possible molds every time. 


For complete information, write: 


Wm. H. Nicholls Co., Inc., Richmond Hill 18, Long Island, New York. 





NICHOLLS 


February 1954 159 


Industry Briefs 








ACKINTOSH-HEMPHILL CoO., 
901 Bingham St., Pittsburgh 
undertaking a $250,000 
expansion program at its Midland, 
Pa., foundry. Originally established 
in 1907 by Pittsburgh Iron & Steel 
Foundries Co., the Midland plant 
was merged with Mackintosh-Hemp- 
hill in 1922. New equipment being 





3. 4s 


acquired for the plant includes one 
of the largest vertical milling ma- 
chines ever built. 

* * 


Taylor-Wharton Iron & Steel Co., 
5038 Beech St., Norwood, O., has 
been sold to Harrisburg Steel Corp., 
Harrisburg, Pa. Taylor-Wharton, es- 
tablished in 1742, also has plants in 
High Bridge, N. J.; Easton, Pa., and 
Birmingham. Those operations will 
be continued with no change in name, 


plant location, management or per- 
sonnel. 
* * rs 
Ferguson Co., bronze and alumi- 


num founders, located in Newark, 
N. J., since 1929, recently moved into 


a new 13,000-sq-ft plant located at 

Route 22 and the Rahway Valley 

Railroad, Union, N. J. 
Hewitt-Robins Inc., Stamford, 


Conn., has concluded an agreement 
with Greengate & Irwell, Manches- 





ter, England, providing for the man- 
ufacture by the English firm, to 
Hewitt-Robins’ specifications, of con- 


veyor belting and other industrial 
rubber products. A new Hewitt- 
Robins subsidiary, Hewitt-Robins 


(Great Britain) Ltd., will be creat- 
ed to handle export sales from Great 
Britain. 


* * + 


Port Shell Molding & Engineering 
Co. has been formed in Port Wash- 
ington, Wis., with authorized capital 
stock of 250 shares of common at 
par value of $100 per share. Incor- 
poration papers were signed by 
Louis and Blair Temkin. Blair Tem- 
kin is registered agent for the cor- 
poration, at 521 Oakland Ave., Port 
Washington. 

* * * 

Chicago Magnesium Casting Co., 
13712 Chatham St., Blue Island, IIl., 
began operating on Nov. 1, 1953. Ca- 
pacity at present is about 1 ton per 
day, consisting of loose, squeezer and 
cope and drag work. The company 
offers experimental, engineering and 
development work. 


* * * 


Carborundum Co., Niagara Falls, 
N. Y., has acquired the capital stock 
of Stupakoff Ceramic & Mfg. Co., 
Latrobe, Pa., which will continue op- 
erations under its present name, or- 





Louis, to be its distributor in 


Mancefield Greer, Robert 








EQUIPMENT DISTRIBUTORS: American Monorail Co., Cleveland, has ap- 
pointed Midvale Material Handling Equipment Co., 5011 Manchester, St. 


the area. 
organization includes, left to right, Robert C. Kane, John M. Courtney, 
R. William Self, Steve Ragsdale, Louis A. Hoerr Il, Roland M. Hoerr, 
Webb Kammerer, Roland M. Hoerr Jr., Dorothy Sternberg, Estelle Kracht, 
A. Sudfield, William Bell 


Personnel of the Midvale 


and Victor Bell 
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ganization and personnel. Stupak off 
manufactures ceramic and  otier 
components used in the electri. al 
and electronic industries. 

* * * 

Mechanical Handling Systems ] 
Detroit, has purchased Louden } 
chinery Co., Fairfield, Iowa, ma 
facturer of monorail and overh: 
crane equipment. Mechanical H: 
dling designs, engineers and bui! 
conveyor systems of all types. 

* * * 

Magnesium Co. of America, Eas 
Chicago, Ind., has purchased Tobe 
Mfg. Corp., El Segundo, Calif., an: 
will operate it as Tobey Aluminun 
Division of Magcoa, with Micha: 
Neushul, its founder and president 
as vice president and manager of th 
division. Tobey produces aluminun 
materials handling equipment. 

* * * 

Levee Street Foundry & Machine 

Works, 1900 Levee St., Vicksburg, 


Miss., was battered into ruins by the } 


tornado which struck Vicksburg’ in 


December. Employees immediately 

began the job of digging out. The 

organization is one of the _ oldest 
foundries in the South. 
* * * 

Eastern Foundry Supplies  Inc., 











Newark, N. J., will manufacture and 


sell Foundrate fluxes under a new, | 


exclusive license. In recent 
Eastern has handled sales for the 
American - British 
New 


years 


manufacturer, 
Chemical Supplies Inc., 


* * * 


Stainless Foundry & Engineering 


Co., 5132 North 35th St., Milwaukee 
9, has purchased the assets of Ilium 
Corp., Freeport, Ill. Operations have 
been transferred to the plant of 
Stainless Foundry & Engineering in 
Milwaukee. 

* * * 

Waterbury Farrel Foundry & Ma- 
chine Co., P. O. Box 70, Waterbury 
20, Conn., is building a $68,500 addi- 
tion, including a new loading plat- 
form and a 33-1/3 x 101-14-ft struc- 
ture. 

* * * 

Schaff’s Foundry Inc., New Or- 
leans, has filed notice of dissolution 
of its charter with the office of th 
secretary of state. 

F 


Vermont Bronze & Aluminum Co 


Clinton St., Springfield, Vt., has 
changed its name to the General 


Castings Corp. 
* * * 

W. E. Thew Supply Co. has bee! 
formed in Green Bay, Wis., with 
thorized capital stock of 2000 shares 

(Concluded on page 162) 
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PARTNERS IN PRODUCTION 





ADAMS MOLDING MACHINES AND 
CUSTOM-BUILT FLASK EQUIPMENT 


Here are the Partners that keep production rolling and 
costs low. The Partners that help you meet today’s in- 
creasing competition with faster production of better cast- 
ings at lower cost. 





Adams Molding Machines—have the speed, power and 
durability for consistently large output day after day. You 
get accurate, uniform molds through close control of 
jolting and squeezing operation. 


Adams Flasks—custom-built to your exact specifications. 


Get these Partners on your production team. Write today 
for full information. 


The ADAMS Company 








Fe} 


700 Foster Street, Dubuque, lowa, U.S.A. 


ruary 1954 


















Adams’ 12’’—38 






Jolt Squeezer 





Portable Type 



























ADAMS CHERRY UPSET 





ESTABLISHED 
1883 


MOLDING MACHINES . 


and 
FLASK EQUIPMENT 


161 


(Concluded from page 160) 
of common, to manufacture, pur- 
chase and sell pattern suppl-es.  in- 
corporation papers were signed by 
Walter E. Shaw, Lillian Shaw, Floyd 
Greenwood and Fred W. Hogan, Wai- 
ter Shaw being the registered agent. 

+ * * 

C. A. Goldsmith Co., 
ducer of brass, bronze and aluminum 
castings, and the Atlas Foundry Co., 
Irvington, N. J., producer of gray 
iron and steel castings, went into re- 
ceivership Dec. 24, but were continu- 
ing in operation, as this issue went 
to press. The organizations were es- 
tablished many years ago. Meyer 
Bornstein acquired the Atlas 
pany a few years ago and then sold 
it in January, 1953, to the Goldsmith 
company, which operated it as a sub- 


Newark, pro- 


com- 


sidiary. 
* 

New foundry consulting service, 
called Shell Mold 
izes in Shell molding and other re- 
cently foundry 
Offices and laboratories are located 
at 10-12 Mary St., Newark 5, N. J 


Services, special- 
developed mediums. 


Ae OW. 
Co. has been incorporated in Milwau- 


Foundry & Engineering 


kee. Authorized capital stock is 250 
common at par value of 
Albert and Marcella 
Gerstmeier signed the incorporation 


shares of 
$100 per share 


papers, and Albert Gerstmeier, 2400 
North 58th St., Milwauke 10, is the 
registered agent. 

7 ‘ 

Jervis B. Webb Co., Detroit, con- 
manufacturers, has formed 
Jervis B. Webb Ltd., Bexley, Kent, 
England, to enable buyers abroad to 


veyor 


buy the firm’s products with sterling 
instead of with dollars. 
‘ ‘ 

Seaboard 
R. I., was destroyed by fire on Dec 
5. The fire is believed to have start- 
ed near the furnace area, at the cen- 
ter of the foundry. It caused $100,- 
000 damage. 


Foundry Inc., Johnston, 


' * ‘ 
Cleveland Vibrator Co., 2828 Clin- 
ton Ave., Cleveland, has 
Industrial Vibrator & Machinery Co., 
7 Front St., San Francisco 11, to be 
its West coast distributor. 


appointed 


‘ + ' 
Consolidated Products Co. has 
moved its executive offices from Park 
Row, New York city 
Highway and Bloomfield St., Hobo- 
ken, N. J. 


to Observer 


* * * 


Dravo Corp., Machinery Division, 
Pittsburgh, has moved its Cleveland 
office from 4810 Prospect Ave. to 


1207 Chester Ave., Cleveland 3 
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OBITUARY 


ARTIN W. HENLEY, until his 

retirement in 1951, vice presi- 
dent, Frazer & Jones Co., Syracuse, 
N. Y., division of Eastern Malleable 
Iron Co., Naugatuck, Conn., died re- 
cently. Mr. Henley was associated 
with the company for over 50 years 
He was a past president of the Syra- 
cuse Foundrymen’s Association and 
a former national AFS director. 


* * * 


William C. Wine, 53, foundry su- 
perintendent, Sibley Machine & 
Foundry Corp., South Bend, Ind., died 
recently. Mr. Wine was graduated 
from Purdue University and previ- 
ously was with Studebaker Corp. 

* * * 

Richard C. Payne, 51, president, R. 
C. Payne Co., Cleveland, died Dec. 
17. In 1923 Mr. Payne joined Cleve- 
land Malleable Steel & Casting Co., 
Cleveland, as a chemist and a few 
years later entered the foundry sup- 
ply field. 


Edward T. Edwards, 76, 
of the board of Vulcan 
Mold & Iron Co., Latrobe, Pa., died 
Dec. 10. Mr. Edwards retired in 1940 
manager, 


directors, 


as vice president-general 
Latrobe Electric Steel Co. 


Charles O. technical 
director of the Gray Iron Founders’ 
Society, died Jan. 13 in Cleveland. 


Widely known for his research anc 


Burgess, 51, 


development work in ferrous metals, 
he had headed technical activities of 
the society since 1948. Mr. Burgess 
was graduated from Lehigh Univer- 
sity in 1923 with a metallurgical en- 
gineering degree. Shortly after he 
joined the Union Carbide & Carbon 
Research Laboratories, -Niagara 
Falls, N. Y., 
organization’s cast iron department. 


where he instituted that 





CHARLES O. BURGESS 








member 





Subsequently he headed Union Cir- 
bide’s steel and cast iron resea’ ch 
and service departments. Amc ng 
numerous patents issued him in ‘he 
metallurgical field are those cn- 
cerned with the development of he 
inoculation process for gray iin, 
Mr. Burgess was active in vari us 
















technical societies, including A: 5S, 
ASM, AIME, SAE and ASTM. e 
was a past chairman of the A!S 
Gray Iron Division, recently wis 





vice chairman of ASTM Committ 
A-3 on Cast Iron and was a pat 
chairman of ASTM Committee A 7 
on Malleable Iron. 







* * * 





Cortner M. Hardy, 65, senior pat 
ner, Hardy Sand Co., Evansville 
Ind., died Dec. 6. 
Mr. Hardy pio- 

produc- 
controlled 












neered in 








tion of 







sands and 
helped to 
Hougland 


foundry 
in 1910 
organize 
& Hardy Sand Co., a 
which later became Hardy Sand Co. [% #.) 
a partnership which includes Mr 
Hardy’s two sons, Harry P. and 
Thomas H. Hardy. He was presli- 
dent of the National Industrial Sand 
Association at the time of his death 













e 














* * * 





Otto R. Rehn, 60, vice president 
general manager, Crawford Stee! 
Foundry Co., Bucyrus, O., died Dei 
26. Mr. Rehn was graduated fron 
Ohio State University and for 28 
years was associated with Buckeye 
Steel Casting Co., Columbus, O 
where he became plant superintend 
ent. In 1945 he was named executlv 
vice president, Pittsburgh Ste 
Foundry Co., Glassport, Pa. 









* * * 
Raymond E. Dorries, 59, partne! 
F. Dorries & Sons, Buffalo, died De: 


25. Mr. Dorries and his brother, Wil- A 
liam E. Dorries, have operated thi fe 
foundry since the death of their fa- H 
ther in 1922. 
* * * Fc 
Sherwood H. Standish, 70, vice pres H 
ident in charge of engineering, Day P; 
ton Malleable Iron Co., Dayton, O re 
died Dee. 4. tit 
a a ha 
William E. Mosher, 76, until his ™ > 
tirement in 1945 president and chai! ti 
man, United States Radiator Co., Dt 
troit, died Dec. 21. a 


* * . 

Joseph P. Doerr, 67, president O'f oyg 

the former Western Foundry & Sash SERI 

Weight Co., St. Louis, died Nov. 30 
* + * 

Reuben E. Ostergren, 59, former's 

vice president, Valley Foundry Co 


East Hampton, Conn., died Dec. 22 
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‘| PANGBORN 
i BLASTMASTER BARREL 





OVER 28,000 PANGBORN MACHINES 
SERVING INDUSTRY 





PANGBORN 
BLASTMASTER BARREL 


Cuts Cleaning Time 50 O/ 


And gives ““finest finish’’ to the work 
for Henry and Allen Division of Detroit 
Harvester Co., Auburn, N. Y. 


Formerly, the cleaning operation at Detroit 
Harvester required 44% hours a week. Now a 
Pangborn Blastmaster handles all blast cleaning 
requirements in only 20 hours a week! So cleaning 
time has been cut 56%. In addition, labor costs 
have been reduced and experienced men are 
released for other work. Superintendent F. C. 
Palmer reports, “We are highly pleased with the 
new Pangborn Barrel. It is very fast and thorough 
... Saves money by cutting our blast cleaning job to 


less than half.”’ 












Quality? Here’s what Assistant Foreman Mike 
Hulik (with the company since 1912) has to say: 
“This new Pangborn machine gives us the finest 
finish I have ever seen.”’ 

The Blastmaster-at_Detroit Harvester is not an 
upusal installation. Blastmasters all over the 

(country are winning commendations for fast, cost- 


‘eulling, quality performance on ferrous, nop-— 


———v- 
are inter- 


ferrous and other-metat+- 


ested in better, cheaper cleaning, it will pay you 
to investigate the Pangborn Blastmaster Barrel. 
Available in 4 sizes—3, 6, 12, or 18 cu. ft. capaci- 
ties. For more details, write for Bulletin 223 to: 
PANGBORN CORP., 
Hagerstown, Maryland. 


1400 Pangborn Blvd., 


and Dust Control equipment. 


Look to Pangborn for the latest 
developments in Blast Cleaning 





Looking into the Blast- 
master Barrel at Detroit 
Harvester. Abrasive-tight 
door has been opened for 
easy unloading. Note 
gleaming finish of clean- 
ed pieces. 






















CHEAPER 


with the right equipment for every job 


BLAST CLEANS 









ROMINENT midwestern found- 

ry ran into considerable difficul- 

ty with its urea-bonded cores be- 
cause an appreciable time lag oc- 
curred between making the core and 
baking. This permitted the 
binder to air-set, resulting in an ex- 
tremely friable core. After a great 
deal of experimentation it was found 
that “fogging” the cores with a mist- 
type water spray just prior to baking 
eliminated the trouble, since the cores 
came out of the ovens with a hard 
surface which would not rub off dur- 
ing handling 


core 


* x * 


CLEVELAND research firm is en- 


gaged in development of a plastic- 
carbon mold material which shows 


considerable promise as a semi-per- 
manent mold composition. Previous 
difficulty with such material was 
high shrinkage and distortion during 
baking, but indications are that these 
drawbacks have been reduced to a 
minimum. 


RUSSIANS claim they are the first 
in the world to roll into 


sheets 


cast l1ron 


from the molten state, ac- 
issue of 


Technik, 
contains 3.4 


cording to the November 
Metallurgic 
3erlin, Germany. 
to 3.7 per cent TC, 2.3 to 2.5 per cent 
Si, 0.3 to 0.7 per cent Mn, 0.2 per 
cent P and 0.12 per cent S 
max. Sheets continuously 
0.236 to 0.475-in. thick, 20 in. 
and are cut to 2714-in. lengths by a 


und Giesserei 


Iron 


max., 
rolled are 
wide 
rotary shear. Rolls are water cooled 
and sheets are produced at the 
of 1100 to 1300 lb per hr. 


rate 


Sheets as-rolled have a white struc- 
ture, and are subjected to heat treat- 
ment consisting of heating to 1780 to 
1830° F 3 hr, 
temperature for 2 hr, 
1250 


After heat treatment the sheets have 


in 2 to holding at 
cooling to 


in 4 hr, and then cooling in air. 


a ferrite and temper carbon struc- 
ture. Tensile strengths range from 


37,800 to 53,000 psi with 2 to 5.1 per 
cent elongation in the transverse di- 
rection to rolling, and from 37,100 to 
and 1.8 to 5.2 per 
elongation in the direction of 


50,200 psi cent 


rolling. 


WHAT is claimed to be one of the 
largest, if not actually the largest, ex- 
ample of thermit welding 
formed recently in a midwest foundry 
housing 


was per- 


on two rolling mill steel 
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castings. Each complete housing 
weighing 220 tons was cast in halves 
with the parting line approximately 
half way between the base and the 
top. The two cleaned half castings 
were wedged and blocked into prop- 
er position in relation to each other, 
with a narrow gap between, designed 
to hold a definite amount of thermit 
metal. A mold was built around the 
affected area. When all was ready 
the high temperature metal was re- 








leased from the container into the 
gap between the casting ends. Esti- 
mated temperature of 4000° F fused 
the exposed parts of the casting and 
firmly together. 


welded them 


BRITISH refractory manufacturer 
has developed a “floating”’ 
for dip-out or bale-out aluminum al- 
Cover formed in four 
insulating re- 


cover 


loy furnaces. 
segments is 
fractory material, and coated with a 
graphite material to prevent wetting 
by the aluminum. When the ladle is 
dipped into the molten aluminum, 
the segments move apart easily, and 
quickly float back into position as 
soon as the ladle of metal is removed. 


made of 


* * * 

INVESTMENT molding process us- 
ing frozen mercury as the pattern ma- 
terial differs somewhat from others 
in that the mold produced is in the 
form of a thin shell about 1/8-in. 
thick which in most suf- 
ficiently strong to be filled with mol- 
ten metal without backing. Shell ma- 
terial may be composed of titania, 
zirconia, sillimanite and other refrac- 
tory materials which are suspended 


cases is 


By EDWIN BREMER 


Metallurgical Ed ‘or 


in freon and acetone due to the lw 









temperatures employed in the proce 
Shell is built up by repeated di 
pings in the investing material. Fil 
coatings or dippings are in refracto: 
of extremely fine particle size ar 
thin consistency to provide smoot 
surfaces on the resulting casting 
Succeeding coatings are in somewha 
thicker consistency material. Fro1 
10 to 20 dippings are used to for 


the shells, but the time requiremen: | 


is short since the coatings dry or s« 
within a few seconds. 


* * * 


ALTHOUGH zircon sand is some- [} 
what expensive, it is finding increas- }} 


ing application in the foundry as a 
deterrent to burning-in and penetra- 
tion due to its high fusion point, re- 
sistance to metal wetting, and its 
high inherent chilling capacity. The 
latter is about one-third that of cast 
iron due to its high specific heat, high 
thermal conductivity (nearly twice 
that of silica sand) and its high dens- 
ity. Zircon sand may be used as a fac- 
ing in molds, and in cores as well as 
a material in abrasive blasting. In 
flour form it is used in washes and 
pastes for coating metal chills, per- 
manent molds, cores, thermocouple 
tips, runners, spouts, etc. 
* * * 


JAPANESE investigators Hidehiro 
Goto and Shuro Takeyama describe 
a simple method for determining car- 
bon in aluminum in Science Reports 
of the Research Institutes, Tohoku 
University, Sendai, Japan, Vol. 5, No. 
2. Procedure is to dissolve 1 to 3 
grams of aluminum chips in a 25 per 
cent solution of ferric chloride, and 
pass the gases evolved in combination 
with oxygen through the usual appa- 
ratus for determining carbon in iron 
and steel. That gives the amount of 
combined carbon. Graphitic carbon 
remains in the ferric chloride solution. 
It is filtered, washed and_ placed 
in a porcelain boat. After drying the 
graphitic carbon is burned in the car- 
bon apparatus. 








* * * 
ONE resin producer has indicated 
that between 8 and 10 million Ib of 
resin was consumed in shell molding 
operations during 1953, and that in 
another four years the figure would 
be over 50 million lb. It also was 
intimated that improvements in the 
shell molding process would cut the 
amount of resin used per mold to 
about half that used at present. 
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NOW ... cut corners to 
quick shot quality analysis 











with Alloy Metal Abrasive 
«| Jest Machine 





| TEST RESULTS ON TWO ABRASIVES 
| 








IRON SHOT 



































BEFORE 
IRON SHOT in its original 
condition before testing. 


AFTER 
IRON SHOT after 200 


passes thru test machine. 


AMASTEEL SHOT 
































> 
Pal 














BEFORE 
Here is a sample of AMA- 


STEEL in its original condi- 
on. 


AFTER 
AMASTEEL after 2000 
passes thru test machine. 





This machine was developed to do the job automatic- 
ally and obtain accurate breakdown results in a com- 
paratively short time. A recycling device returns the 
material to the beater wheel, which is used for ac- 
celerating the shot against an anvil. This anvil is 
driven by a separate motor by means of beit control, 
and rotates about the same axis as the beater. 


NOTE THE FEATURES OF THIS MACHINE: 


All the small broken down material is removed 
from the machine by an air-circulating device. 
The machine reproduces the same conditions ex- 
perienced in commercial blasting machines. 
A positive feed control passes the material 
through a definite cycle without variations. 


os 


The machine is powered to maintain constant 
speed, which speed discharges the shot at ap- 
proximately 200 feet per second, which corres- 
ponds with the velocity in the commercial blast- 
ing machine. 

5 The machine is driven by a belt and shows ac- 
curacy on a uniform sample of an error not in an 
excess of 14 of 1%. If desirable, the machine 
may be gear driven. 

6 The machine is hand portable and equipped with 
attached handles for easy movement. 

7 The approximate machine time required for a test 

* of a 100 gram sample broken down to a .010 size 
is as follows: 
hard iron—7 minutes; steel—60 minutes 
a The results obtained by the use of this shot tester 
* can be directly applied to consumptive use per 
wheel hour in a commercial blasting machine. 

9 This machine eliminates all the variables which 

are experienced when attempting to make the 

test in a commercial blasting equipment. 


Pow N 


WRITE FOR FREE DEMONSTRATION IN YOUR PLANT 
WITH THE SHOT AND GRIT YOU ARE NOW USING. 


For Better Finish, Use Alloy Metal Abrasives 


REPRESENTATIVES IN MOST PRINCIPAL CITIES 


ALLOY METAL ABRASIVE CO. 


311 W. HURON ST., ANN ARBOR, MICHIGAN 


February 1954 
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1. PUTS THE SAND PILE OVERHEAD. Th. 
Handy Sandy raises the sand overhecd 
where it is available to the molder wit: - 
out effort. He just pulls the release ar / 
the sand falls into the flask. 


the HANDY SANDY 
2. ELIMINATES SHOVELING AND WASTE 


gives you 7 Advantages MOTIONS FOR THE MOLDER. With > 


Handy Sandy there are no waste motions 
that tire the molder and reduce his effic 

ency. His rate of output remains the sam« 
from morning until night. He spends more 


that mean Lower Cost 


rY-Tiy: handling for you time making molds and less time getting 
ready. 
Fits any size Foundry Se INCREASES MOLDERS’ OUTPUT. The 


Handy Sandy removes the shovel from the 
molder’s hand and lets him devote fui! 
time to molding. As a result, users have 
found the output of their molders is 
increased from 30% to 70%. 


&. SAVINGS FROM THE FIRST UNIT PAY 
FOR THE NEXT. You don't have to make 
a major investment for the Handy Sandy. 
You can equip one floor at a time — the 
savings from one unit will help pay for 
additional units. 


Se IMPROVES CONDITION OF SAND. A 
built-in aerator in the Handy Sandy gives 
the sand added blending, breaks up 








lumps, and improves the texture. Hand 
riddling can often be eliminated. 










G. TAKES LITTLE SPACE. The Handy Sandy 
occupies no more floor space than the 
sand pile itself. It can be installed in most 
any foundry where space is limited. As 
it requires little headroom, no structural 
changes are required. 


7: LOW COST — SIMPLE TO INSTALL. 
The Handy Sandy is a compact, packaged 
unit that can be installed in a few hours 
time. It requires no expensive over- 
head conveyors, no pits or founda- 
tions, Its simplified design means low 
initial and operating costs and depend- 
able performance. It's factory wired. 


DRIBBLE GATE 
PP ey a SE | WRITE FOR BULLETIN NO. 205 
overhead hopper gates 

that eliminates any par- 

ticles of sand from drop- PROMPT DELIVERY GUARANTEED ON ALL STANDARD UNITS 

ping into prepared mold. 
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TO KEEP dirt and other impurities from enter- too hard for the toothpicks, they are stapled into 
ing sand molds, technicians at Cooper Alloy Found- place. 
ry Co., Hillside, N. J., use a simple but effective The cellophane covers are fastened on two cor- 
device. Squares of cellophane glued to light card- ners only, thus allowing for continual ventilation 
board frames are placed over sprue and riser open- and avoiding moisture condensation. Just before 
ings as soon as the molds have been closed. Gen- pouring, the covers are brushed clean and the 
erally they are held to the mold by wooden tooth- molten stainless steel then is poured right through 
picks, but on the larger molds where the mold is the transparent cellophane. 
4" 
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Cellophane Covers Over Openings 
Keep Dirt Out of Mold Cavities 
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| 3/4" MACHINED HOLE 


port bar and the casting. 


Asbestos-Wrapped Steel Bar 3ecause of the restricted clearance, orthodox 


coring methods failed. Coating the section of the 


Solves Tricky Coring Problem bar, which formed the hole, with blackwash also 


was tried, but that, too, failed due to fusion of the 


By F. J. McCULIOCH bar and casting, making it necessary to cut off the 
Yorkshire, England protruding bar and bore out the hole. 


Finally the problem was overcome by winding 

LOAM MOLDING was used in casting a gray 
iron hydraulic cylinder 9 ft long with internal diam- 
eter of 12 in., wall thickness of 4 in. and one closed, 
rounded end. The core was built up of straw rope 
and loam on a perforated mild steel core barrel. 
The finished casting required a 1%4-in.-diam hole 


the section of the support bar exposed to hot metal 
with 14,-in.-diam asbestos yarn. The insulating cov- 
er thus formed prevented fusion of the bar with the 
casting and facilitated removal of the bar during 
knockout. The bar was unscrewed easily from the 
steel block in the core barrel and withdrawn through 


in the center of aT ad e int 2 eT ee me 
? : : ee aes ee ee the hole formed in the cylinder casting, whereupon 

) > 0 > 2 s "A “A ite > ° 

pipe could be fitted. This requirement limited th the yarn disintegrated, leaving a well-defined hole 


diameter of the core bar which could be used at that 
end and in consequence raised a tricky coring 


with ample machining allowance. 


problem Editors Note This item was abstracted from Foundry 
, Practice, house orgar published by Foundry Services Ltd 
It was decided that a 1%-in.-diam mild steel bar Birmingham, England 


screwed to a solid steel block fastened within the 


core barrel was the minimum size that could be Do you have any tricks of the trade tucked away 


used to support the core, This left an annular space with your foundry experience? Why not release 
of 4-in., which had to be cored, between the sup- them to fellow foundrymen? FOUNDRY will pay a 
minimum of $15 for each idea submitted and pyb- 
lished. Send a photo for drawing with your idea 
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One man...One Rota-Lift Machine 
now produce 2 to 3 times 


as many molds per day . 


More efficient production of accurate molds results 
from mechanical handling of molds with OSBORN ROTA-LIFT. 
One man now produces complete molds. 


ad 





Efficient production of 
fittings with large match plate 
patterns. Rota-Lift operator 
swings cope into position for 
closing the mold. 
Installation photos courtesy 
Red Jacket Manufacturing 
Company, Davenport, lowa. 


Rota-Lift eliminates manual effort 
pies simplifies mold production 


The size of molds made from match plate patterns 
is no longer limited by the operator’s ability to han- 
dle the molds. Osborn Rota-Lift mechanizes large 
match plate molding so now one man and one ma- 
chine can produce molds that formerly required 
two men. 

In addition to jolting and squeezing, Rota-Lift 
mechanically ro//s over the drag, draws the cope and 
closes the mold. Molds are more accurate .. . more 
uniform in quality throughout the day. Less oper- 
ator fatigue with Rota-Lifts’ mechanical molding 
assures more production per man hour... lower 
cost per mold. 

Rota-Lift is furnished in different sizes to suit your 
particular foundry molding needs. Your Osborn 
foundry molding specialist will gladly survey your 
operations and recommend the right equipment to 


cut your costs. Write 


THE Oseo0RN MANUFACTURING COMPANY 
5401 Hamilton Ave. Cleveland 14, Ohio 


OSBORN 


MOLDING MACHINES CORE BLOWERS 








Foundry installation of two Osborn Rota-Lift 
molding machines at Red Jacket Manufacturing 
Company, Davenport, lowa. 


Osborn Rota-Lift Mechanically handles the 
mold to permit fast, accurate production from 


large match plate patterns. 


Another example of 
Osborn leadership 
and advanced engineering 





































By GILBERT A. KELLEY 
Chief Engineer, Kathabar Division 
Surface Combustion Corp 

Toledo, O 
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Humidity control equipment. Regenerator is at right, air washer at left. 
Looped ends of the air cooling coils are shown at side of the air washer 


New Malleable Iron Foundry 
YIELDS BETTER ECONOMY, QUALITY 


CALIZING that what was quired wall thickness, also to im- 
considered up-to-date practice prove metal quality without sacrific- 
25 years ago has been out- ing machinability. 
moded by recent advances in foundry The new foundry has yielded sig- 
equipment and techniques, Crane Co nificant economic and metallurgical 
has redesigned and rebuilt the entire benefits. Mechanization through the 
malleable iron foundry operation at use of cranes, conveyors, etc. has 
its Chicago Works. This moderniza- reduced the amount of man-power re- 
tion program was performed to make quired for materials and product han- 
foundry facilities efficient to meet dling, streamlining such operations 
today’s production demands and to wherever practical. The adoption of 
safeguard the company’s competitive continuous annealing of castings has 
position in the industry. facilitated continuous direct progres- 
Crane Co.’s malleable iron castings sion of product through the various 
are used principally for pipe fittings. steps from foundry to machine shop. 
These must be pressure-tight at ordi- The modernization effected can be 
nary and elevated temperatures. Sec- conveniently listed as entailing ten 
tion thickness must be held to a major improvements. 
practical minimum and the iron per- 1. New methods of material han- 
mit high speed machining for pipe dling for making up charges and 
threads, etc. Metallurgical advantages charging of cupolas. 
of the new foundry enable Crane Co. 2. Installation of two new cupolas 
to produce the sound metal necessary with new centrifugal blowers, hot 
to maintain the delicate balance be- blast and humidity control equip- 
tween pressure tightness and the re- ment, and a 15-ton electric are hold- 
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A schematic flow diagram of 
the humidity control system 


These wet and dry bulb con- 
trols regulate air cooling 


ing and superheating furnace. 

3. New molding sand equipment 
including three automatic or semi- 
automatic sand mixers and a new 
sand conveying system. 

4. Completely mechanized automat- 
ic molding system including shakeout 
and flask return equipment. 

5. Automatic overhead casting cool- 
ing conveyor which delivers cooled 
castings to continuous sprue break- 
ers. 

6. New hard iron sorting conveyo! 
from which castings are sorted and 
dropped through chutes onto convey- 
ors. Sorted system castings are con- 
veyed to individual hard iron storag* 
bins. 

7. Two new electric continuous a! 
nealing furnaces. 

8. Soft iron storage bins and auto- 
matic feed to two continuous shot 
blasting machines. 

9. Elevated enclosed sorting roon 
for separating system castings 0! 
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arious patterns. Castings are 

ropped through chutes into hoppers 

elow. 

10. Sorted castings are transferred 
rom hoppers into boxes which move 
1 gravity rollers to various loca- 
ms for grinding, trimming and 
ther operations preparatory to ma- 
hining. 

Hot Blast Operation—The two new 
cupolas are equipped with Griffin hot 
blast and Kathabar chemical-type hu- 
midity control equipment. The hot 
blast system performs two functions 

preheating the air going into the 
cupola and reducing the emission of 
gases, smoke and dust to the atmos- 
This equipment utilizes the 
heat generated by burning combusti- 
ble gas from the cupola. The gases 
are taken off just below the charg- 
ing door of the cupola and drawn 
into a combustion chamber where 
they are ignited. The hot gases then 
through two counter current 
heat exchangers where they preheat 
the incoming air blast to between 
450 and 500° F. 

Temperature is controlled by ad- 
justing the volume of hot gases with- 
drawn from the cupola and admit- 
ting cold air into the combustion 
chamber. The use of hot blast results 
in improved cupola operation and 
other benefits in addition to coke sav- 


ings. 


phere. 


pass 


Humidity Control — As is well 
known, moisture content of outside 
air varies widely from day to day 
and with the seasons depending upon 
climate. In cupola melting of iron, 
controlling the moisture in the air 
blast is a refinement of the process, 
the benefits of which might not be 
generally realized. For melting iron 
for malleable castings these benefits 
are particularly worth while. Besides 
some savings in coke consumption, 
carbon control is improved and the 
chilling propensity or mottling tend- 
ency of the iron made more uniform. 
Shrinkage of the iron and cracking 
of the castings is reduced and cast- 
more readily annealed. A 
reduction from 10 gr per 
cu ft to only 3 gr per cu ft, under 
maximum 
planned for. 


Ings are 
moisture 
conditions, was 


design 


The Kathabar 


plishes 


equipment 
the humidity control of the 
air stream before it enters the hot 
blast unit. This system uses a lithium 
chloride base solution as the moisture 
‘ontrolling agent. This solution, held 
at a constant gravity, ab- 
sorbs moisture when its temperature 
is low, and gives up moisture when 
its temperature is high. This humidity 
control is accomplished by wet and 
dry bulb controls, which regulate the 
amount of fresh water pumped 
through the coils in the air washer 
unit 


accom- 


specific 
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Two new cupolas are equipped with the humidity control unit in addition 
to hot blast and a 15-ton electric arc holding and superheating furnace 


In foreground are 
supply ducts of the 
hot blast unit. Cu- 
pola charging door 
is at upper right 


In operation, 14,100 cfm (max.) of 
fresh, filtered air at maximum condi- 
tions of 95° F, water 134 gr per Ib 
(10 gr per cu ft) is introduced into 
the system. The 
tains the incoming air blast at a con- 
stant temperature year around. It is 
actuated by the dry bulb control. The 
air on entering the air washer unit 
passes through a flood of the lithium 
chloride solution at the same 
time both pass over the coils thre ugh 
which the water is pumped. 

Under these maximum design con- 
ditions of 95° F and 134 gr per Ib 
(10 gr per cu ft) the solution ab- 
sorbs 94 gr per lb (7 gr per cu ft) 
and delivers the air to the hot blast 
equipment at 40 gr per lb or only 
3 gr per cu ft. This rate of absorption 
is accomplished with the use of 130 
gpm of water. Intermittently, as the 
solution diluted, a small 
quantity of it is automatically 
pumped to the regenerator unit where 
it is sprayed over low pressure steam 
coils. This raises the temperature of 
the solution, forcing it to give up 
the absorbed moisture to a scavenger 
Under maximum condi- 


preheat coil main- 


base 


becomes 


air stream. 
tions, 2125 lb per hr of 25 psig steam 
is used in regeneration and 2435 gal 
per day of moisture is removed from 





the system. 


blast and 
humidity control and electric holding 
furnace has resulted in 
benefits. Improved control of variables 
has led to greater uniformity of com- 
position and more uniform annealing 
This better machinability of 


The combination of hot 


significant 


means 
castings. 
With this system considerably hot- 
ter iron is possible, without additional 
coke. Crane Co. has also found that 
foundry coke can 
used without the detrimental results 
experienced formerly. Coke 
of over 30 per cent have been experi- 
enced. So-called “cold metal” at pour- 
ing has been eliminated, resulting in 
Increased 


smaller now be 


savings 


less loss through pigging. 
yield of good castings in relation to 
the amount of metal poured has thus 
been attained. Of course, the electric 
holding furnace for temperature con- 
trol must be given due credit for part 
of these improvements. A 
in oxidation and stack loss has been 
experienced. 

While not all of the above benefits 
are due to the use of the humidity 
conditioning equipment, it is believed 
that the control of cupola blast mois- 
ture is an important factor in the 
success cf the modernizing program 


decreace 








for transporting foundry core & molding 


BRADY FLO-VEYOR 


SYSTEM S$ 


sand 








Brady Pneumatic System for 
Unloading Box-cars. 


By using the special nozzle attached to 
the hose sand can be unloaded at the 
rates of 10 to 30 tons an hour from cars 


to storage bins. 
and rapid. 











The operation is easy 








The Brady FLO-VEYOR system for 
transporting foundry core and mold- 
ing sand from cars to remote deliv- 
ery points, from process points to 
shipping points, or from any one 
place to another, wherever a pipe 
line can be run, is so efficient it 
actually pays for itself. Cleanli- 
ness, flexibility and rapid handling 
permits large volume to flow 
through comparatively small pipe 
sizes. Note the features built into 
the pressure vessel, which is the 
heart of the system: 


(1) Type of filling determines the 
type of connection to the FLO- 
VEYOR. 

(2) Gate operation can be manu- 
ally, automatically or remotely 
controlled by compressed air or 
electric motor. 

(3) Pressure vessel (FLO-VEYOR) 
can be built to accommodate 
different capacities per hour. 





assil WO) owe 






Part of a letter from the American 
Foundry & Machine Co., Salt Lake 
City, Utah, commenting favorably 
on the installation of a Brady 
Pneumatic Sand Handling System 


(4) Hand operated or remote con 
trol operated air cylinder closes 
gate and stops flow of mate- 
rial when pressure vessel is 
filled. 

(5) High pressure or low pressure 
air is introduced at points neces 
sary to aerate and fluidize mate 
rial to be conveyed. 

(6) Pipe sizes determined by capa 
cities per hour and_ distance 
material is to be conveyed. 

(7) Air is supplied from either low 
or high pressure air compres 
sors to various points in FLO 
VEYOR. 


The FLO-VEYOR has a low initial 
cost and low maintenance. It is 
dustless, self-cleaning, versatile, and 
saves labor and space. Tell us some- 
thing about your sand or other gran- 
ular material handling-problems, and 
we will be happy to quote you on 
your requirements. 







THE BRADY CONVEYORS CORPORATION 


20 Wee 


JACKSON 


BOULEVARD, 


CHICAGO 4, 









LLINOIS, : 
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Maintenance of Machines 
(Concluded from Page 101) 
\n adequate stock of repair parts 
mn hand is a great asset to a main- 
tenance department. It is impossible 
anticipate accurately just which 
irts should be stocked. However, 
the maintenance record book will in- 
licate which parts need the most fre- 
quent repacement as well as the in- 
terchangeability of parts between ma- 
chines. 

Most manufacturers, if requested, 
‘an supply a suggested list of spare 
parts to be kept on hand for their 
machines. They have learned from ex- 
perience which are the wearing parts 
of their equipment and the most like- 
ly to need replacement. However, 
the life expectancy of a machine or 
its individual parts cannot be deter- 
mined accurately by the manufac- 
since such things as founda- 
lubrication, cleanliness, and 
service play an important 
part and are completely in the users’ 
control. 

Many foundries, after investing in 
a workable stock of repair parts, fail 
to provide adequate storage 
for them and adequate inventory rec- 
ords for maintaining the stock. Too 
often foundries rely on the memory 
of an individual for spare parts in- 
formation. As a result the stock is 
not replenished as it is used up. 

Since valves probably are the most 
important single item contributing to 
the performance of a molding ma- 
chine or core blower, foundries should 
carry valves for replacement 
on their machines. This is preferable 
to stocking individual component 
parts of valves, and attempting to re- 
pair a valve while it is still on a pro- 


turer 
tions, 


type of 


space 


spare 


duction machine. Valve parts such 
as small springs, stems, “O” rings 
ind cups are difficult to store and 


identify in a stock room. Generally 
speaking, the replacement parts of 
a valve must be of the correct speci- 
fication to get proper performance 
from the valve. When the complete 
valve is stocked, there is less down- 
time in making repairs. The main- 
tenance man merely has to install a 
new valve and is free to repair the 
old one at his convenience. 

The money that a foundry invests 
n stocking parts should be 
upon as insurance for pro- 
lecting production capacity and the 
sales dollars. In reality, the downtime 
ind loss of production of a machine 
S generally more expensive than the 
actual cost of repairs. 


spare 


looked 


Watch Your Lubrication—Lack of 
lubrication is another con- 
tributing factor to wear in a molding 
machine or core blower, and normal- 


proper 
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ly is the starting point of malfunction 
or breakage of the machine. The 
lubrication man in a foundry should 
be one of the best men in the main- 
tenance department. He has a very 
important job and should be trained 
for it. In addition to possessing a 
good knowledge of the machine, he 
also should know the lubrication 
recommendations made by the manu- 
facturer. 

Many of the newer machines are 
equipped with air line lubricators, 
which are helpful. But it must be re- 
that they lubricate only 
serviced by air. Such 
points as guide and 
still need the services of a 
tion man. On some of the high-pro- 
duction machines, central lubricating 
system are furnished. One 
called a one-shot lubrication 
Where separate oil lines are run to 
a common oil reservoir mounted on 
the machine. Periodically air is ap- 
plied to the reservoir, forcing oil to 
all of the lubricating points. In many 
automotive 
lubricated 


membered 
the points 
pins bearings 


lubrica- 


type 1S 
system 


machines are 
daily. 
continuous 


foundries 
four or five times 
The second type is a 
automatic lubricating 
metering type fittings are used, and, 
with each cycle of the 
pump or a piston forces a few drops 
of oil at the lubrication points. This 
system usually is used only on au- 
tomatically controlled machines. 
Preventive 


system where 


machine, a 


maintenance 

finding trouble 
has always 
that have 
daily or 


programs 
before it starts 
paid off for 

adopted them. A 
weekly visual 
the machines and an intelligent check 


foundries 
regular 
inspection of 





of the operation by a well qualified 
mechanic usually will reveal tell-tale 
signs of trouble and wear which 
could result in a breakdown, weeks 
or months later. A general overhaul 
and inspection should be given to the 
most important production machine 
every year. At this time the machine 
should be cleaned thoroughly, in- 
spected for cracks in housing, and 
worn parts replaced to prevent fail- 
ure. 

Few parts on molding machines or 
core blowers fail without some ad- 
vance warning, and these warning 
signs usually can be detected on daily 
or weekly inspections. Some foundries 
have found it desirable to have the 
lubrication man make the daily in- 
spection and report any malfunction 
of the operation. 

Maintenance of machinery and 
equipment should not be looked upon 
by management as a necessary evil 
of foundry operations, but rather as 
a means of maintaining a foundry’s 
capacity to produce saleable castings 
at a reasonable cost. In an organiza- 
tional setup, the maintenance engi- 
neer or master mechanic should have 
equal rank with the production super- 
intendent, as his function in a mech- 
anized foundry is equally important. 

In this day of automation, the im- 
portance of a good maintenance de- 
partment can not be over-emphasized. 
A few years from now, because of 
recently introduced automatic equip- 
ment, there will be fewer production 
workers in foundries, but a 
and more competent 
staff will be needed to keep automatic 


larger 
maintenance 


machines operating. 





cn ~ i 


a group of business associates. 


ident, Michigan Mutual Liability Co.; 
lawyer and a director; Arnold F. Malow, president, Barton-Malow, and 
Clyde H. Reeme, president, Udylite. 
ciated with Stevens, now a Udylite subsidiary, for more than 50 years 





BIRTHDAY PARTY for W. Joseph Cluff, 70, 
Stevens Inc., center, was held recently at the Detroit Athletic Club by 
Left to right are Walter E. Otto, pres- 


Mr. Cluff has been actively asso- 





le 


aes 
president of Frederic B. 


John D. Scofield, Udylite Corp. 

















Starting Point 


or Better Melting 
AJAX-NORTHRUP CONVERTER-TYPE FURNACES | 


These compact, efficient furnaces are used in all 
leading metallurgical laboratories, and by the 
major producers of precision castings. 
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Aiax-Northrup turnace. 





The 20 Kw. converter will melt 17 pounds of steel 
in 40 minutes. Maximum capacity is 30 pounds of 
steel, or 60 pounds of bronze. The larger 40 Kw. 
unit melts faster, will handle up to 50 pounds of 
steel. The 6 Kw. unit melts a pound of steel in RESEARCH 
8 minutes. 

All units may be used for heat-treating, forging, 
sintering or other applications—no problem to 
change from one to the other. 

Ajax-Northrup converters are completely self- 
contained. They can be placed anywhere in your 
plant where water and power are available, 
require no special foundation or wiring — and 
they're certified to meet F.C.C. regulations. 


industries = M 
ef 
CARBIDES 





AJAX ELECTROTHERMIC CORPORATION 
Ajax Park, Trenton 5, New Jersey 


Associated Companies 


AJAX ELECTROMETALLURGICAL CORPORATION 
AJAX ELECTRIC FURNACE CORPORATION 
AJAX ELECTRIC COMPANY, INC. 

AJAX ENGINEERING CORPORATION 





INDUCTION HEATING Since 1916 
AND MELTING 
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OF QUALITY 
PRODUCTION 


DIAMOND-J 


ALUMINUM ALLOYS 


For 48 years William F. Jobbins, one of the oldest and most widely 
known aluminum smelters in the United States, has been a leading 
producer of all grades of Primary and Secondary Aluminum Ingot. 


In addition Jobbins research department has produced such well 
known alloys as Almag 35 and 56, and Jobbins Supreme 3-6 and 4-8. 
The outstanding performance of these alloys in foundry usage is 
evidence of the experience, research and close manufacturing control 


which go into all Jobbins alloys for your assurance of top quality 
castings. 


Look for the Diamond-J Trademark. If is your guarantee of top 


quality alloys, manufactured under closest possible chemical and 
metallurgical control. 


WILLIAM F. JOBBINS INCORPORATED 


AURORA, ILLINOIS 


P.O. BOX 230 








High Energy X-Rays 


Lai) 


(Concluded from page 


effect can partially be corrected by 
using a finer grain film and suitable 
developing procedures. 

The 
on film 
was determined by the following ex- 
Fig. 8 shows the 
front and 


scattered radiation 


high 


effect of 

sensitivity at voltage 
periment. position 
of penetrameters on the 
back of a steel test block 9 in. thick 


This block was radiographed at 10 
MEV. For lower voltage radiography 


this test would show the penetrame- 
ters on the film side of the test block 
much more clearly than those on the 
front. The that 
the scattered generated in 
the object contributes to the shadow 
of the x-ray image of the penetrame- 


reason for this is 
radiation 


ter on the film, and the front pene- 
trameters are fogged by this scat- 


tered radiation. At higher voltages 
the image of the 
the front and back of the test block 
This 


pre- 


penetrameters on 
are approximately the same. 
appears to be a result of the 
dominantly forward direction of the 
scattered radiation, Radiographs of 
this test block clearly indicate the 
lack of obliquely scattered radiation 
generated at this voltage. 

radiographic 


As criteria for per- 


formance, the use of penetrameters 
has become a standard. Radiographs 


were made at voltages from 5 MEV 


MEV; the sensitivities were 
checked to determine the effect of 
voltage on quality. It was shown that 
sensitivities of less than 1 per cent, 
for all thicknesses greater than 1 in. 
of steel, can be obtained for voltages 
of from 5 MEV to 50 MEV. Fig. 9 
shows that the sensitivity at 15 MEV 


to 5350 


was slightly better than that at 50 
MEV. This loss in sensitivity at the 
higher energies, it is believed, is due 


to pair production generated at the 
which tends to re- 
contrast. 


higher energies 
duce the 

The 
high-voltage x-rays must be safe to 


image 
apparatus used to generate 
use and easily maneuvered to be ef- 
nondestructive testing 
General Elec- 
unit for indus- 


fective as a 
tool. Fig. 1 shows a 
tric betatron X-ray 

trial radiography. The x-ray head is 
overhead bridge 
crane and can be into 
various positions for the radiography 
of heavy castings. This unit can be 
positioned by means of the controls 
on the overhead bridge crane in the 
hands of the operator. The betatron 
control 


secause 


supported from an 


maneuvered 


circuit is energized from a 
panel remotely positioned. 
of the desirability of taking advan- 
tage of the larger field size at lower 
voltages, the control panel is 
equipped with a voltage control. This 
control allows one to change the tim- 
ing on the orbit contractor circuit 
which alters the effective voltage of 
the x-ray beam 








CHRISTMAS GREETINGS are exchanged by James Wilson (left) molder, 
and Peter E. Rentschler, president, Hamilton Foundry & Machine Co., Ham- 
ilton, O., during the company’s annual yuletide party. Employees received 
a basket full of food, a ham, and, in addition, a number of silver dollars, 
depending upon the length of their continuous service with the company 
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A radiation survey of the x-ra 
head (Fig. 11), plotted on polar lo; 
arithmic paper, shows the x-ray ou 
put about the focal spot. The x-ra 
leakage in the direction opposite tl 
main beam is less than 1 per ce 
of the primary beam; this tends 
reduce the x-ray protection requir 
in that direction if the limitati 
of maneuverability of the equipme: 
can be tolerated. 

Tests have been conducted to d 
termine the effectiveness of scannin 
a circumferential weld in a pressui 
vessel by rotating the weld and th 
film through the x-ray beam. Show 
in Fig. 10 is the relation of the wel 
to the x-ray beam and film. Radio 


graphs taken by this technic pro 
duced satisfactory films; however 


the exposure time was not reduce: 
since the time which would be save; 
was used because of the diaphragm 
ing of field coverage necessary t: 
avoid geometric distortion. 


Details Are Sharp 


Since the timing of x-ray pulses 
from this type of equipment is con 
trolled by the electronic circuit, stro 
boscopic radiography becomes a pos 
sible application. 

High voltage x-ray apparatus has 
become a necessary tool in many 
industries. Radiographs that illustrat« 
its usefulness prove this to be true 
Radiograph Fig. 12 shows a high- 
temperature type alloy, vacuum cast 
billet more dense than steel. The 
shrinkage revealed in sharp detail 
designated that the billet had to be 
scrapped. 

Fig. 13 shows high-voltage radiog- 
raphy of relatively thin 
This is an aluminum casting for an 
aircraft engine cylinder head. 

There appears to be no one volt- 
age which covers the complete rang 
of radiographic inspection. Higher 
voltage equipment has been devel- 
oped to extend the range of x-raj 
inspection to alloys of greater thick- 
ness and density. The thinner sec- 
tions are best radiographed at the 
lower voltages; and, no one piect 
of x-ray apparatus has been devel- 
oped that covers the complete volt- 
age range. 

For heavier sections, the betatron- 
type apparatus produces superior re- 
sults because of the reduction in 
scatter radiation and the effect ot 
the small focal spot. The variable 
voltage is a desirable feature sincé 
this controls the field size and radio- 
graphic contrast. 


sections 


High-voltage radiography has 
demonstrated its practicability in in- 


dustrial inspection, and through its 


application, greater savings will b¢ 
realized by industry in the salvag' 
and repair of heavy castings. 
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make radiant furnace tubes last longer 


Here are three reasons why sheet 
alloy radiant furnace tubes equipped with 
the new PSC fabricated return bends are 
serving better: (1) Uniform wall thick- 
ness, and smoothness of interior result 
in uniform flow of gases; less cracking and 
burning out at the bends. (2) Light-wall 
construction saves heat-up time and fuel. 
(3) From 33 to 50‘, lighter than cast 


tubes: lower initial cost; lower freight 


THE PRESSED STEEL COMPANY 


of 


Industrial Equipment of Heat and Corrosion Resistant WEIGHT-SAVING Sheet Alloys 
+ IN PRINCIPAL CITIES 


OFFICES 


1954 


WILKES-BARRE, 


cost (important for export); easier 
handling. 

PSC precision-assembled tubes are 
standard on many models of radiant fur- 
naces. Also a complete line of heat- 
treating containers and fixtures, of 
weight-saving sheet alloys of any type. 
Send blue prints or write as to your needs. 


Send for CATALOG 52 





Shipment of 352 PSC welded sheet alloy 
radiant furnace tubes for a leading manufac- 
turer of industrial heating furnaces. All feature 
the new fabricated return bends. 


| 
ee 


PENNSYLVANIA 









~"|@Cleele 


sages 






asathse 


fn 


saath 


































By RALPH L. LEE 


Young Blood 


“A fellow doesn’t necessarily have to fight his way alone to the 


top. He can be helped or boosted up by relationships he develops’ 


S I usually do, with a little time 
A to kill, I visited a foundry on a 

recent out-of-town speaking en- 
gagement; and as usual my hosts 
were quite surprised to find that I 
preferred a visit through a dirty old 
foundry (to them) to a chamber-of- 
commerce trip through the city. 

I’ve had a lot of fun on any num- 
ber of these trips taking local bank- 
ers, educators and public relations 
experts on their first visits to found- 
ries which have been operating in 
their home towns since before they 
were born. I have not had one yet 
who was disappointed in what he saw. 

But on this trip I went alone. In 
fact, I dug the name of the foundry 
out of the telephone book, called ’em 
up, made my own arrangements and 
taxied out alone. Seeing nothing re- 
sembling a main entrance when I got 
out there, I tried this latched door 
and that and walked right into the 
first opening I found. The men work- 
ing on the floor weren't the least bit 
surprised to see a stranger walking 
in; in fact, they paid no attention 
to me. 

I always like to stand for a mo- 
ment upon entering a strange foundry 
and scan the whole scene, to sort of 
get the lay of the land or the feel 
of the place, so to speak. Everybody 
seemed to be busy. Isn’t it funny, 
how quickly you can sense the work 
tempo of a place—-whether it’s either 
draggy, just so-so, or full of pep? 
This place was full of pep, and a 
voluntary pep, too, not a forced or 
rear-view mirror pep (I later dis- 
covered the reason). 

By phone, I had arranged to meet 
the head man, but I couldn’t see any- 
one who looked any ranker than any- 
one else, and they all seemed to be 
so busy and interested in what they 
were doing that I hardly had the 
heart to ask where the boss was. 
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It turned out that he was hard to lo- 
cate and had left just about every 
place where he might have been. He 
evidently was on the move. But I 
finally tracked him down and found 
him to be one of the youngest-look- 
ing top bosses of a bunch of oldtime 
foundrymen I had ever seen, if not 
the youngest. He was not only the 
youngest looking but the youngest, 
period—under twenty-five, as I re- 
member. 

He started out to say how glad 
he was to see me, but the telephone 
siren interrupted and he had one heck 
of a time getting back to me be- 
cause of folks stopping him on his 
way out and back. “We'd heard you 
were in town but didn’t dream you’d 
come all the way out here to see us,”’ 
he said as he looked at his wrist 
watch. Then, hardly waiting for me 
to answer, he asked whether I'd like 
to visit the charging floor, already 
heading in that direction. 

Charging floors as a rule are not 


the best places to carry on a conve 
sation incidental to getting acquaint: 
with a stranger, but I got hoars 
trying to hold my end up in comp: 
tition with one whale of a lot ot 
racket, in the belief that the youn 
man had some special gimmick t 
show me. But it wasn’t that at all 
I learned later that he believed in 
cupola charging as one of the most 
important operations in the foundry. 
He wanted his charging men to know 
how important he considered thei: 
work, so, he told me, he always 
showed up at the beginning of each 
heat, come hell or high water. He 
wouldn’t even let visiting experts in- 
terfere. 

This certainly made a hit with me, 
for I can count quite a few found- 
ries (and big ones, too) which have 
gotten themselves into one heck of 
a mess by setting up a charging rou- 
tine, turning it loose to run by itself 
and never going near the crews un- 
til all hell broke loose. 

While we climbed down the steep 
steps (and they were dingers for 
me at my age), my young host told 
me they’d like to have mechanical 
loading some day. But they wouldn't 
do it until they had definite dope to 
prove that it would pay for itself. I 
was sure falling for this young fel- 
low as I remembered others, feeling 
the thrill of life along their keel, 
who had wrecked themselves and 
their foundries by going hog-wild on 
speculative equipment. 

We next went down to the other 
end of the plant to look at their 
brand-new sandslinger, which I had 
glimpsed out of the corner of my eye 
as I came in. Illustrating his caution 
in making capital investments, he ex- 
plained, almost apologetically, how 
he and his boys had been wanting 
this slinger for a long time and that 
their credit was such that they could 
have had it long before. But, he went 
on, they wanted to get all of the 
gamble out of the deal 
they wanted to see their way clear 
through orders on hand, past sales 
records of their steady customers and 
conservative prospects for business 


possible— 


(Concluded on page 182) 
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ALUMINUM ALLOYS 





DEPENDABLE . . . because they are tough, corrosion resistant, dimensionally stable 
The Apex Ternalloy series gives you quality ingot with good fluidity, proper grain size 
and superior castability. Highly trained metallurgists use the latest technological equip- 
ment to assure quality production. A modern electronic Quantometer delivers a complete 


composition analysis in less than a minute, allows a continuing composition check 
throughout the melting and refining process. 


ECONOMICAL . . . because they require no heat treatment 


The Apex Ternalloy series gives you mechanical properties superior to most heat treated 
alloys—without the expense and multiple handling involved in heat treating. Ease of ma- 


chining, polishing, plating are economical features ‘built in” the Ternalloy series for you. 


VERSATILE . . . because there are four Ternalloy choices 


The Apex Ternalloy series gives you a choice based upon your specific product require- 


ments and the foundry process— sand, permanent mold, or plaster. 


Send without obligation for 
Apex Ternalloys booklet 
showing as-cast properties, 
compositions, effect of room 
temperature aging, other 
features. Address Apex 
Smelting Company, 2537 W. 
Taylor St., Chicago 12, Ill. 











Research leadership 
back of every 
ingot 











Your open door is a respected privilege 


The Durez field representative who accepts an invitation to talk 


with you comes from a firm that values his time and yours... 


He is unusually well-equipped to ren- 
der you service involving the profitable 
application of shell molding in the 
foundry. This is because he speaks for 
a company that has specialized in phe- 


) 


nolic materials for more than 42 years 
and has taken a leading part in devel- 


oping special shell mold resins and ad- 


hering agents. 

More than this, practical field expe- 
rience with shell molding foundries 
Apprised 


makes his counsel valuable. 


of your specific objectives, your Durez 
man can advise you on the shell mold 
materials that meet your needs best. 
Whether or not you are investiga- 
ting the benetits of shell molding for 
the first time, it is a wise precaution to 
take advantage of Durez experience. 
Write for our comprehensive new 
36-page book, described on the oppo- 
site page (with a handy coupon). 
Durez Plastics & Chemicals, Inc., 


1002 Walck Rd., N. Tonawanda, N.Y. 
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MOLDING COMPOUNDS. Familiar 
in thousands of products built 
for rugged service in daily use 
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PHENOLIC PLASTICS 
THAT FIT TODAY’S 
PRODUCTS 
for the New Era of 

Competition 











RESINS FOR INDUSTRY. Bonding, 
casting, Coating, laminating, im- 
pregnating, and shell molding 


(Concluded from page 180) 
ahead. (Boy! what a boy:) 

At this point the telepnone ca 
him away, and after watching <n 
of the sandslinger boys, I mosied o e1 
to an oldtimer closing his last m ld 
before the heat. “Dat young B ss 
dere iss O.K.,” he started off, « 
tinuing, “Hiss Dad shtarted dis sh 
I uf been here ever since and wo 
ing mit de boy a long time too. 
took over ven hiss Dad died. All 
uss vanted him to make goot. 
helped him all ve couldt. He ke: 
hiss shirt on, he don’t talk too muc 
he von’t argue, und he’ss a dam go: ' 
molder too. He usess his head. Hiss 
Dadd vass goot too, but ve’re doing 
even better now dough. Dat boy i:s 
going places, und ve vant him to 
ve’re proud uff him.” He _ shut wal 
like a clam as he saw the young ma 
coming back, who said that he dict 
his best to be on hand when the more} 
tricky jobs were poured, to keep ar 
eye on them. I found out through th: 
grapevine that the Boss’s fan was, 
not alone in his feeling toward the ? 
young man. In fact, it permeated the 
whole place. 

Resisting my shrinking violet na 
ture, I invited my new friend dowr 
to hear me talk at the chapter meet-— | 
ing, gently but firmly persuading himg © 
to join the society. There’s no par-— 4 
ticular moral to this story—just af a 
running account of a foundry visit Ip t 
enjoyed very much and the making} tl 
of a young friend I hope to keep for} ©¢ 
years to come. n 

On the other hand, now that I think ti 
of it, there is something here worth WU 
a second glance. We’re certainly leav-  ¢ 
ing no stones unturned to attract) 
promising young men to the foundry «& 
business. Maybe it wouldn’t hurt) e¢ 
every once in a while, to take an ac- he 
curate inventory of the promising to 
young men we already have. We eq 
might be pleasantly surprised to fine ey 
a lot of good talent covered up }b), di 
routine and by tough business nut’ ¢a 
to crack. co 

Some of this budding talent migh' ja 
blossom forth when sprinkled wit y 
a little more concentrated and per th; 
sonal “vanting him to make goot te 
helping him all ve can, vatching hin} th; 
go places undt being proud of hint} Cg 
as he goes.” of 

Then, too, the young men them fac 
selves might discover in this littl? thj 
account that it isn’t necessarily trug suc 
that a fellow’s got to fight his wa thg 
alone to the top. He can be helpe§ oft, 
or boosted up by developing mutuUf are 
ally satisfactory and beneficial relaf p,q, 
tionships with the folks he work T 
with, through and for. rem 

The young man said that night a§ ¢;.9, 
we were parting after the found’f pn a, 
meeting, “Betcha forget all about U4 qg.g, 
Doc!”’ and I said “‘Betcha I don’t.’ whe 
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Casting Defects 


113) 

o| the casting, immediately below the 
surface skin, and are revealed in full 
1en the part is machined. Causes 
include faulty ramming of the mold, 
careless removal of cores, failure to 
ish off the surfaces of the mold 
and faulty distribution of facing ma- 
terial. It may sometimes arise from 
a very minor blow occurring at some 
part of the mold, because generation 
of a pocket of gas or steam blows 
down part of the mold wall. 


(Continued from page 
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Laps—The wet spot lap generally 
is caused by molten metal poured into 
a mold with a wet spot at the bot- 
tom, or someplace else deep in the 
mold, The volume of moisture in this 
instance is not sufficient to cause a 
blow, but is sufficient to cause the 
too rapid solidification of the iron 
around that area, thus trapping the 
generated steam. The spot usually is 
distinguished by a definite break in 
its surface. Such a break or lap may 
extend an appreciable depth into the 
wall metal. It may occur on almost 
any portion of the casting. 

The cold lap, unlike the wet spot 
lap, generally is confined to portions 
of a casting in the higher parts of 
a mold. It usually is characterized by 
a definite line breakage in the struc- 
ture of the wall, having somewhat 
the appearance of a crack, but of 
course it is much wider in extent. It 
may pass clear through the wall sec- 
tion or be confined to the outer or 
inner surface layers. It often is lo- 
cated at the end of a boss or ledge. 

Shrinkage—-Shrinkage sponge spot 
commonly occurs in castings with un- 
equalized wall sections. Where a 
heavily massed wall section is joined 
to a very much thinner portion, un- 
equal cooling and shrinkage will oc- 
cur during solidification. This will be 
distinguished by innumerable shallow 
cavitations, and there also may be 
considerable surface shrinkage ad- 
jacent to the spot. 

One difficulty with this defect is 
that it often cannot be readily de- 
tected unless the casting is sawed 
through at the suspected section. 
Careful examination should be made 
of the part to discern whether sur- 
face shrinkage has taken place. If 
this condition consistently appears on 
successive castings, one may assume 
that the condition is occurring. Very 
often such shrinkage sponge 
are uncovered later, when the 
machines the casting. 

This condition sometimes can be 
remedied effectively by altering the 
feeding provisions so that heavy 
masses of the part will not have to 
draw directly upon thinnest portions 
When they contract. Alternatively, 
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information 
on... 


@ This guidebook is designed to save time and money tor foundry 
executives. It supplies in convenient form the comprehensive in- 
formation needed for putting a profitable shell molding program 
into effect. 

Chapter by chapter, ‘The Durez Guide to Shell Molding” covers 
equipment, methods and practices as used most successfully to date. 
It is authoritative ... prepared by Durez engineers widely experi- 
enced in working with foundries and buyers of castings. This book 
will help you to evaluate the new method and to profit from its 
advantages, including improved ferrous and non-ferrous castings ... 
opportunity for mechanization, higher output per man-hour . . . re- 
duced clean-up . . . and increased metal yield. 


Durez field engineers are available for consultation and advice 
on the selection and use of shell mold resins and adhering agents. 


@ Patterns 

@ Material 

@ Temperatures 

@ Mold Making 

@ Shell Mold Costs 
@ Test Methods 

@ Equipment 

@ Shell Mold Mixes 
@ Lubricants 

@ Shell Cores 

@ Sand Recovery 
@ Shell Mold Machines 
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* Durez Guide to Shell Molding 
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NOW 
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denseners often may be employed suc- 
cessfully to obviate this condition. 
Pick the Right Material—The qual- 
ity of a finished casting, especially 
in regard to surface finish and me- 
chanical strength, cannot be superior 
to the quality of the raw material 
employed. If consistently sound cast- 
ings are to be produced with the min- 
imum of operational troubles, best 
results will be derived only by use 
of the highest grade of raw materials. 
Producing a reasonably soft gray 
iron casting capable of being ma- 
chined easily requires a suitable coke, 
very low in sulphur. If the ash con- 
tent is also kept to a minimum, cast- 
ings will be improved further. Coke 
for such a grade of iron castings 
should be moderately hard, with a 
low content of volatile matter. It 
should never be mixed with burnt 
coke or residue coke used previously 
in ovens which were not completely 


airtight. 
An unwise selection of molding 
sands may constitute one of the 


prime causes for a steep. rise in the 
proportion of defectives. In practice, 
poor or unsuitable molding sand is 
one of the most prolific causes of 
wasters. The sand must be bonded 
properly with the correct grade of 
binder, which should have sufficient 
refractory capacity. It must be able 
to withstand high pouring tempera- 
tures without fusing, caking, or 
breaking down to any appreciable 
degree. The lime content therefore 
should be maintained at a minimum. 

Sea coal employed in conjunction 
with molding sand preferably should 
be of the free-gas producing variety, 
only moderately volatile, and particu- 
larly it should be finely graded, well 
screened and of a fine grist. 

Plumbago is another important 
mold facing material, and unless the 
finest qualities are procured, molding 
difficulties and inferior surface fin- 
ish of castings doubtless will occur. 
To determine the grade of plumbago 
suited to the class of work and type 
of molding sand employed in a found- 
ry, it may be necessary to test sev- 
eral brands, checking the results on 
comparative jobs. On the basis of 
such practical tests and their results, 
a much better purchasing policy can 
be founded. 

Foundrymen selecting core oils will 
find that the very best qualities are, 
in the long run, both the cheapest and 
most satisfactory from every angle. 
Cores imperfectly bonded because of 
inferior binder oils may break down 
on essential surfaces while being 
baked or handled or when brought 
into contact with the molten charge. 

Poor quality cupola _ refractories 
will entail much greater maintenance 
and repair of the cupola, and the lit- 
tle initial savings on_ installation 
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costs may be absorbed many times 
over by the increased maintenance 
and diminished working life. It is 
also well worth while stressing in 
this same connection that the iron 
must always be melted white hot. 
It can easily be cooled down after 
leaving the spout, by the individual 
molder. This is an additional reason 
why cupola refractories should be of 
the best grade. Melting the metal 
consistently at the correct heat en- 
tails the most careful and regular 
maintenance relative to the pressure 
and volume of air delivered by the 
cupola booster plant. 

Correctly designed, strongly con- 
structed and efficient handling equip- 


























‘‘My old man gets paid for this!"’ 





ment obviously is required for the 
transportation of molten metal about 
the foundry floor. Good quality equip- 
ment will materially promote suc- 
cessful, safe and economical molding 
operations and will be reflected in a 
decrease of waster castings. Such 
equipment should be maintained in 
sound working condition. Regular in- 
spection, testing and repair will be 
required, preferably by some _ prop- 
erly skilled, experienced, responsible 
person. 

In the main, responsibility for 
wasters and defective castings oc- 
curring because of poor and cheap 
materials or equipment obviously are 
directly attributable to management. 

Conversely, the individual molder 
generally is directly responsible for 
the following faults commonly ex- 
perienced in the production of iron 
castings: Wasters caused by the pres- 
ence of unsightly scabs, cross-joint- 
ings, misplaced cores (arising either 
because of careless extraction of such 
items, or their wrongful location in 
the first instance), flashings and 
crushes. 

Wasters caused by the formation 
of scabs are perhaps the most com- 
mon type. Three simple precautions 
are available to the molder for en- 











suring freedom from this trouble. (a) 
Don’t have the sand too moist; other- 
wise masses of steam may be gen- 
erated during pouring and cause ero- 
sion and boiling. (b) The sand should 
not be rammed so hard as to pre- 
vent gas from seeping away througt 
the sand and thus cause agitation in 
the metal. (c) The mold should not 
be too heavily coated with facing 
since such coatings tend to lift and 
to permit metal penetration. 


Wasters due to cross-jointing can 
be overcome by greater care in 
mounting and aligning the flask 
halves, placing and removing cores 
and careful attention to the condition 
and mounting of all core-retaining 
sprigs or like devices. In this con- 
nection, regular inspections and re- 
pair of all flasks, etc., will assist the 
molder in matching flask halves, 
without recourse to constant read- 
justments, tinkering or application 
of makeshift holding devices. 

Dirty castings arising from fallen 
sand, improper ramming or over- 
coating with mold dressing are also 
easily avoided. All that is required 
of the worker is closer attention and 
greater care when removing the pat- 
tern, placing cores, locating and fash- 
ioning riser and runner channels, ap- 
plying the facing and finishing off 
mold surfaces. 


Study Salvage Problem 


It is preferable to have a flash or 
fin rather than a crush on a casting, 
but if due care is taken about the 
above points, in most instances the 
molder can avoid a flash. 

The important question now arises 
as to whether a casting suffering 
from any faults should be scrapped 
outright, sent to the customer in the 
hope it will be satisfactory or be 
corrected in some manner in the 
foundry. Decisions of this kind will 
largely depend upon the nature of the 
service to which the casting will be 
exposed. In all cases where a deci- 
sion is in some doubt due to lack of 
information about those uses, advice 
should be sought from the user. 

Castings with scabs very often can 
be wholly retrieved in the foundry, 
either by snag grinding or by hand- 
chipping of the affected spot, so that 
the raised scab is cleaned off level 
with the normal surface of the part 
Usually a tolerably clean and good 
surface finish can be obtained )b) 
such means. 

It has to be borne in mind, how- 
ever, that to some extent sand wil 
still be embedded in the internal seg- 
regated structure below the cleaned- 
off surface. This will still constitut 
a source of weakness sometimes suf: 
ficient to prevent the casting fron 
meeting service requirements. More: 

(Continued on page 186) 
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Cmmurtaitons... 


GLC GRAPHITE ELECTRODES help make a great 
variety of metals utilized by manufacturers of 
communications equipment and supplies. 


The performance of GLC GRAPHITE ELEC- 


TRODES is unsurpassed in the processing of 


electric steels, foundry metals, ferroalloys and 
magnesium. 


ELECTRODE DIVISION 


Great Lakes Carbon C 


Niagara Falls, N. Y. EGLCZ Morganton, N. C. 






























Graphite Electrodes, Anodes, Molds and Specialties 
Sales office: Niagara F alls,N. Y. Other offices: New York, N. Y., Chicago, Ill., Pittsburgh, Pa. 


les Agents: J. B. Hayes, Birmingham, Ala., George O'Hara, Long Beach, Gal., Great Northern 









Carbon & Chemical Co., Ltd.. Montreal, Canada. 




















... operating costs LOW 


with ATLANTIC 
Speed-Tested WHEELS 





Keep safety standards HIGH 











Make sure that your snagging operation is set 
up for maximum productivity, lower costs and 
complete on-the-job safety by specifying 
Atlantic Speed-Tested Grinding Wheels the 
next time you order. 

You'll find that every Atlantic Wheel made— 
from the 2 inch size on up—is test run at a 
50% higher speed than that required for nor- 
mal snagging conditions . . . that every wheel 
features a special Resinoid Bond for extra 
safety and longer wear under high operating 
speeds . . . that their smooth, floating action 
requires less pressure, makes work easy. 
You'll find, too, that because they seldom have 
to be dressed, Atlantic Wheels eliminate down- 
time . . . keep costs at a minimum. They cut 
cleaner, faster . . . run cooler. Try them and see. 


Send for the complete, fact-packed Atlantic Grinding Wheel 
Catalog now and check these important snagging advantages. 
Atlantic Abrasive Corp., 567 Pearl St., So. Braintree, Mass. 


ATLANTIC ABRASIVE CORP. 


South Braintree 85, Massachusetts 








FOUNDRY COKE 


for Better Melting Results 
and Closer Carbon Control 


Our service engineers, qualified 
by years of practical melting ex- 
perience, are available on short 
notice to assist you in solving melt- 
ing problems. Your inquiries are 


invited. 


ALADAMA GY-PRODUGTS CORPORATION 


General Sales Office: 
FIRST NATIONAL BUILDING 


Birmingham, Alabama 








(Continued from page 184) 
over, if such a scab is cituated on in 
area to be machined, a spongy s} ot 
may be exposed after that operation. 

In general, when a cast:ng suff.rs 
extensively from scabbing; when it 
has to be machined and will in serv- 
ice be subjected to heavy loading or 
severe mechanical stressing; or when 
it has to withstand hydraulic tests of 
any magnitude, then it will be bet! ur 
to scrap the part. 

The same applies to castings si'-)) 9 
fering from shrinkage distortion, si ) 
face sinks, internal porosity, surfac: i 
skin cracks, and the various forms i 
of lap defects. With all these faults [7 
considerable corrective operations | _ 
may be involved, and subsequent ma. 
chining usually aggravates the con- 
dition, either by releasing internal} 
stresses that result in addition: 
cracking, or by still further weaken-}) @ 
ing the part at the affected areas. bs 
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May Be Welded 


Cold: laps of very short length 
which arise becauce of unduly masse 
metal sections on certain types of 
casting will not prove a serious ob 
jection. If the part must withstand 7 © 
only moderate mechanical loads ort |) © 
low hydraulic pressure, a suitably dis- | 
posed stop-plug, burnt into the end 
of the lap, often is effective. If thef; =} 
lap is very long it may sometimes} \~ | 
be remedied satisfactorily by welding 
so as to meet normally light service 
requirements. If a casting defective) = 3 
by cold lap has to undergo severe s. 
service stressing, however, the part 
should be scrapped. 

Where a casting possesses undesir- 
able surface shrinkage spots because 
of unequal adjoining wall sections, 
with resultant unequalized  shrink- 
age, the condition often can be re 
paired by building up the surface by 
burning or welding. This practice will,” 
however, only be practicable where 
the shrinkage spot is small in area; 
and reasonably shallow in depth- 
not more than one-third the _ total 
wall thickness. 

The numerous minor surface blem-) 
ishes to which iron castings are 
prone, such as those arising fromy 
flashings due to cross-jointing, fallent 
sand, crushes and so forth, usually 
may be corrected simply by careful ® 
grinding. 



























Misaligned castings resulting fromp| 
faulty core placing or lifting requiré 
more careful consideration, especiall\f} 
when inaccurately formed holes ar@ 
later to be machined. These items may 
not clean up at each side or ends 0 
the hole, according to the dispositiol§ ge 
of the misaligned portions, and wouldga@ 
of course, then be rejected by th 
user. Castings exhibiting this kin 
(Concluded on page 188) 
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Three-ton hoist hook service extends from 
: ) ou craneway to craneway by finger-tip con- 
i TT ¥ trolled passage of carrier across crossover 
with cranes interlocked at each end. 
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(Concluded from page 186) 
of defect should be scrutinized very 
closely and checked up dimensionally 
in the light of machining allowances 
and requirements to ensure that the 
misaligned portions will clean up. 

Reducing Wasters—Very many de- 
fective castings can be prevented if, 
after the format ‘on of the first ceri- 
ously faulty part in any production 
batch, an inquiry is instituted by the 
responsible supervisor, together with 
the individual mclder concerned with 
the defect, and with other experienced 
molders. 

In such an inquiry, all the prepara- 
tory steps in the molding job, the 
equipment used, methods followed, 
etc., should be examined and analyzed 
in turn so as to disclose the real 
causes underlying the trouble. Valu- 
able guidance would result for the 
prevention of defects of the same 
kind, and molders generaliy learn to 
work together, as a team, for im- 
provement in the quality of their 
work. 

All findings from this inquiry on 
the foundry floor should be recorded. 
In time such a written record can 
prove invaluable as a reference for 
the determination of the causes of 
future defects and as a means of 
guiding individual molders, all of 
whom should have access to it. Such 
a record would, of course, be trans- 
mitted to the works manager after 
the findings of each inquiry had been 
ascertained. 





In practice, many waster castings 
undoubted:y would be consigned to 
the scrap pile whch could be re- 
trieved at little expense and which 
would certainly meet service needs 
satisfactorily. 

The tendency for losses to take 
piace will be increased if no single 
person in the foundry is fully quali- 
fied by long practical experience, 
technical knowledge and understand- 
ing of the customer's requirements 
to decide about the fate of waster 
castings. Such a person should have 
adequate authority to execute all his 
decisions, 


Safety Contest Winners 

(Continued from page 107) 
the safety of others. Every man 
must think and practice safety every 
day. The constant practice and use 
of good habits in safety will be- 
come second nature to the man who 
is always alert to danger. Nothing 
is absolutely safe. Our minds must 
be on the alert for trouble at all 
times. Every individual worker 
must be conditioned to the fact that 
there may be trouble at any mo- 
ment, and he must be prepared for 
it. 

Naturally, this does not mean that 
conditions surrounding the worker in 
the foundry should be unsafe. Every- 
thing possible should be done to have 
safe surroundings. But this alone 
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WATCHING TELEVISION is the way Elbert Wyne earns his living at 
Chrysler Corp.'s Nine Mile Press Plant, Detroit. 
however, because his TV set gives him a view only of the work he controls 
from a basement room. Mr. Wyne’s pushbuttons operate machines that bale 
scrap steel, put the bales on a conveyor and load them into gondola cars 
outside the building. He even controls movement of the cars for loading 





He sees no ball games, 


with the same vigor? 


our lives? 


occurs. I will then be very conscious 
of safety for a period of one how 


goes on, the accident becomes for- 











will not do the job. It is the n.- 
dividual wao can do the most to 
help any satety program. He alone 
can build or break an excellent sa ‘e- 
ty record. The company wnich siic- 
ceeds in getting every man behind 
an individual safety program has 
really reached the acme of Saft) 
in industry. 

I believe that an individual’s p 
in a good safety program will va 
according to his position in the co 
pany. As a supervisor and part 
management, I will spend many 
hours per week figuring ways anid 
means to lower costs, improve qual: | 
ity and raise production of casting 
Why then isn’t the problem of sa! 
practice and safety habits attacked 
Why will a 
molder, pourer, grinder or chippe: 



































spend hours trying to figure out how 


to earn a larger take-home pay—and, 
at the same time, pay little attention 
to safety when his most precious 
possession (his life) is at stake? 
How many of us wouldn’t gladly 


give up a pay check to retain all 


the members of our body? How 
much would we be willing to pay for 
What about those who 


love uS? They certainly would pay 


any price to have us return home 
safe and sound every day. 


Should Set Good Examples 


I must frankly admit that one of 
my failings is not giving enough 
thought to safety until an accident 


to one week, depending upon the 
seriousness of the accident. As time 


gotten and smothered by other duties 
that I have to perform. I am sure 
that most of us would have to admit 
this same failing. 

If I am to promote a good safety 
program, I must begin at once to 
set the following good examples: 

1. Make safety just as important 
as any other responsibility I have 

2. Wear safety equipment. 

3. Preach safety to others daily. 

4. See that all duties are performed 
in a safe manner. 

5. See that others wear their safe- 
ty equipment. 

6. Report any unsafe conditions In 
the foundry to a representative of the 
Safety Committee. 

When I can honestly say I do al! 
these things, I am sure it would not 
be hard to get all my fellow work- 
ers to practice the same things. | 
would then, as an_ individual, be 
helping to promote a good safety pro- 
gram. 

Therefore, it is important for 4 

(Continued on page 190) 
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20-POWER MAGNIFICATION OF 
RESIN-COATED GRAINS OF SAND. 





recess 


Resin formulation and the coating 











overed by Patents Pending 


process ¢ 





a revolutionary process 
utilizing liquid-resin coated sand 


in foundry shell molding 


The ACME PLASTISAND Process is a 
totally new development in the rela- 
tively new field of shell-molding. 
Because of its several positive ad- 
vantages, it overcomes the primary 
deterrents to the more widespread 
use of the ‘‘C”’ process. The list at 
right is a quick check of some of the 
features of the PLASTISAND Process. 

ACME’s new process is adaptable 
to dump box, roll-over and blowing 
of either shells or cores. It uses either 
hot or cold mulling—in both, ACME 
liquid resin is used. 


An informative booklet has been 
prepared to better acquaint the foundry 
industry with the new PLASTISAND 
Process. It may be obtained by writing 
to the ACME RESIN CORPORATION at 
the address listed below right. 









PROVED ECONOMY — Foundries using PLASTISAND Process now achieve 
superior molds with as little as one-half the resin content formerly 
necessary with dry-resin. 


SUPERIOR TENSILE STRENGTH PLASTISAND molds have much greater cold 
strength, a factor gaining importance as new stack pouring 
techniques are developed. 


NON-SEGREGATING— Each grain of sand is completely and uniformly 
coated with liquid phenolic resin in the PLASTISAND Process — 
segregation cannot occur. 


DUST FREE— Because of the use of liquid resin there is no dust, as 
usually results from the combination of dry-resin and sand. 


EXCELLENT HOT STRENGTH — The hot strength of PLASTISAND molds is equal 
or superior to that obtained by the use of dry-resin sand mixes. 


SHORTER DWELL, FASTER CURE—Less time on the pattern and faster baking 
adds to the economy of using PLASTISAND Process. 


GREATER PRODUCT UNIFORMITY — Because it is non-segregating, 


resin-coated sand prepared by the PLASTISAND Process yields almost 
identical molds, batch after batch. 


“| ACME RESIN CORPORATION 


1401 CIRCLE AVENUE + FOREST PARK, ILLINOIS 



















(Continued from page 188) 
company to emphasize safety at all! 
times, and it is important for the 
worker to remember that safe prac- 
tices are the methods of guarding a 
priceless possession—his body or his 
life. If we can stress this factor, it 
will enable a company to gain a goal 
worth achieving-——‘‘a perfect safety 
record.” 


How a Safety Program Can 
Operate 


By WILLIAM B. SOBERS 
Chain Belt Co., Milwaukee 


IF THE forces of a Safety Program 
are to operate or function properly, 
an equal amount of the responsibility 
will have to be shared by manage- 
ment, supervision and the man in the 


shop. 
In many foundries, untrained or 
only partially trained persons are 


depended upon to perform a variety 
of operations. Such persons, when 
they first enter the employ of the 
foundry, have little conception of the 
dangers involved. As a result, acci- 
dents may be caused by the lack 
of experience and knowledge on the 
part of the untrained worker. How- 
ever, it should become the responsi- 
bility of management and supervision 
to see that the untrained person is 
properly instructed, and to think in 
terms of safe practice constantly; to 
be familiar with every step of the 
job he is going to do in the shop. 

The degree of safe practice ob- 
served in any foundry or plant stems 
directly from the attitude of the 
persons in charge. It is a known 
fact that a conscientious demand for 
observation of safety rules has direct 
results in reducing accidents. Man- 
agement responsibility should include: 

1. The maintenance of all build- 
ings, machinery, and equipment in 
such conditions that exposure to ac- 
cidents, occupational illness and fire 
will be reduced to a minimum. 

2. The regulations of what 
working conditions and practices are 
for all jobs and for all working areas. 

3. The enforcement of safe work- 
ing practices by education, publicity 
and, when necessary, by disciplinary 
action. 

It should be the intention of man- 
agement to make the foundry a safe 
place to work and to employ only 
those who intend to work safely. 


safe 


Outlined below are a few things 
that supervisors should make part 
of their day-to-day duties to admin- 
ister the safety program in their de- 
partments. 
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1. Observe all safety rules them- 
selves and insist on the observance 
of all safety rules, 

2. Have basic safety rules in their 
department for everybody to observe. 

3. Instruct new employees in safe- 
ty and point out any particular 
hazards and how to avoid them. 

4. Investigate thoroughly all acci- 
dents in their department. Deter- 
mine the cause of the accident and 
take steps to prevent recurrence. 

5. Instruct their employees to re- 
port all unsafe conditions to them. 

6. Make safety inspections for pre- 
vention of accidents, occupational ill- 
ness. and fire. 

The best safety device is a care- 

















“Is there any particular reason why you 
want a transfer from shakeout?” 





ful employee and it is his responsi- 
bility to see that he is working safe- 
ly by being careful in the perform- 
ance of his work. As a help in pre- 
vention of accidents, the employee 
can assist by: 

1. Thinking in terms of safe prac- 
tice constantly. 

2. Being familiar with every step 
of the job he is going to do. 

3. Remembering that the safe way 
to accomplish any job is the best 
way. 

4. Guarding his co-workers’ 
ty and his own. 

5. Suggesting a safe practice im- 
mediately when he sees the need for 
one. 

6. Reporting any 
posures, such as: 

a. Guards not in position. 

b. Tripping hazards. 

c. Unsafe hand tools. 

d. Dangerous wearing apparel. 

e. Fire and explosive hazards. 

7. Never using equipment without 
authorization. 

8. Not using unsafe equipment. 

9. Wearing safe clothing. 

10. Keeping work place clean and 


safe- 


accident ex- 


orderly. 

11. Getting first-aid first for al 
injuries. 

12. Knowing the safety regulations 

The safety director works wit) 
management and the safety com 
mittees in a combined effort to mak 
all employees safety minded. It 
also his responsibility that supe) 
visors enforce all safety rules for th 
safety and welfare of all employees 
He is responsible with management 


in accepting or rejecting any new 


safety rules. 

This article has been written on 
the basis that safety has no quitting 
time. Therefore, safety should be 
everybody’s business. 


How a Safety Program Can 
Operate 


By JAMES WEIGAND 
Marion Malleable Iron Works, Marion, Ind 


A COMPANY safety’ program 
should first be well organized. Th: 
safety director must be enthusiasti: 
about his work. He _ should hav 
leadership qualities and make a sin 
cere effort to put across his safety 
program. 

The safety 
careful consideration to the choosing 
of his safety committee. This com 
mittee consists of employees who rep- 
resent their respective departments 
Each department must be repre- 
sented on the _ safety committe: 
Regular scheduled meetings should 
be held with the safety director at 
least once a month. Discussions 
should be conducted on the progress 
of the safety program, recent accl- 
dents, how they could be avoided and 
what has been done to prevent thes¢ 


director should give 


accidents. 

A safety program may alread) 
have the foregoing features and still 
may not be successful. All employees 
should take an active part in safet) 
They should work together as a team 
to prevent accidents. Maybe a littl 
reward should be given to those who 
complete a full year’s work without 
having an accident. A personal let- 
ter from the general manager or the 
safety director, sent to the employee's 
home, congratulating him for being 
safety minded would be helpful. How 
proud his family would be to know 
that their breadwinner was safety) 
conscious. A little safety badge also 
could be given to the employee to 
show his fellow workers that he is 4 
safe worker. 

We often read in our daily news- 

(Concluded on page 192). 
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cut fuel costs, reduced : 
LIGHTEST WEIGHT ins 


Here’s “production-line” proof of actual savings 


made by replacing heavier brick with the lightest 
weight insulating firebrick made today—B&W IFB. 


LARGE FORGE FURNACE 
Comparative Furnace Tests 


Standard B&W Change With 


Firebrick FB B&W IFB 
Furnace Output, pieces 


per hour 70 100 ~—Increased 43% 
Heating-Up Time, minutes 210 35 = Reduced 83.3% 
Cycle Time, minutes 50 30 Reduced 40% 
In addition: 

Fuel consumption during heating up Reduced 83% 
Fuel consumption during operation . Reduced 50% 


ANNEALING FURNACE 
Comparative Furnace Tests 


Standard B&W Change With 
Firebrick FB B&W IFB 


Heating-Up Time, hours 52 31 Decreased 40% 
Total Cycle Time, hours 131 114 Decreased 13°, 
‘uel Consumption, Ibs./cycle 12,792 8159 Decreased 36% 
Yearly Output, tons 946 1,100 Increased 16% 


MAGNESIUM MELTING CRUCIBLE FURNACE 
Comparative Furnace Tests 


Ordinary B&W Change With 
Firebrick IFB B&W IFB 


fuel Consumption 999 999 500,000 Decreased 50%, 
BTU/HR 


100 to 150 F no overshoot 
overshoot of of critical 
critical pour- pouring 
ingtemperature temperature 


Control 


What’s behind these remarkable records of B&W 
[FB? Light weight for one—in fact B&W IFB is 
‘ighter in weight than any other insulating firebrick. 
This means they store and conduct less heat, provide 
faster heating-up time and lower fuel consumption. 
These brick also respond rapidly to changes in heat 
input, assuring excellent temperature control. 

Get all the facts on B&W Insulating Firebrick from 
your local B&W Refractories Engineer. He may be 
able to point the way to lower production costs for you. 


n-463 
B&W REFRACTORIES PRODUCTS—B&W Allmul Firebrick * B&W 
80 Firebrick * B&W Junior Firebrick * B&W Insulating 
firebrick * B&W Refractory Castables, Plastics and Mortars 
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These furnace operators 















































THE BABCOCK & WILCOX CO. 
REFRACTORIES DIVISION 
GENERAL OFFICES 161 EAST 42no0 ST..NEW YORK 17. 
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Work-O-Matic* End-Loading = - Work-O-Matic* Box 
\} incontrolled dump- 


Scoop for lift trucks. — _ =y 
4a - 2 ); _ ing operation. 


Greater storage 
with compactly 
tiered Steel Boxes. 


Select the money-saving units you need from 
INDUSTRY’S BROADEST LINE OF 


Work-O-Matict Multi-Duty Tray 
for long pieces. Collects, trans- 
fers, tiers ond dumps. 


Skid Platform... 
one of many types. 


Work-O-Matic* 
ss ae 
Nesting and Kilap te uction Paosi- 
Hopper Front 4 Fi; 4 Yu-O-Matic tioning Stand. 
Steel Shop Boxes~two of = = Rotary Parts 
many standard types. aa Storage Stands. 


A broad line is one thing. Far more important is the 
fact that Union Metal units introduce exclusive new 
method: features responsible for huge cost savings in 
plant after plant. Get up-to-the-minute facts. Indicate 
the type units you are interested in and write to The 
Union Metal Manufacturing Company, Canton 5, Ohio. 


*Patent No. 2,445,038. Other patents pending. 


UNION METAL 


Material Handling Equipment 


(Concluded from page 190) 
paper abcut various companies wh 
honor their employees for long con 
tinuous service, anywhere from five 
to fifty years of service. How many 
years have those employees workex 
safely without accident? If an em 
ployee has worked safely year in and 
year out, he should be given some 
recognition too! Some little token of 
appreciation would give him an in- 
centive to continue to avoid accidents. 

A suggestion box for safety ideas 
should be placed in every department. 
A small cash award could be given 
by the company for suggestions con- 
cerning safety. If one single idea 
was suggested, it would be well worth 
a small cash prize. This way, too, 
each employee would have the op- 
portunity to take an active part in 
the safety program. It would point 
out to each and every employee that 
the company is interested in their 
safety. 

Safety posters are excellent re- 
minders, and departmental safety 
records point out the accidents that 
happened in the past could be im- 
proved upon. 

Just about all accidents are caused 
by carelessness. The careless worker 
should be weeded out, for the sake 
of the other employees who have 
to work with them. It is very an- 
noying to work around a careless 
worker. On the other fand it is a 
pleasure to work around  safety- 
minded people. 

Safety equipment must be worn 
by employees on jobs that require 
it. The foreman should insist on 
this, for it is very important. 

First-aid supplies must be on hand 
in every department. All foremen 
and supervisors should have a course 
in first-aid training. We might do 
all we can to prevent accidents, but 
we must be prepared just in case we 
have any. All injuries, regardless of 
how small, must be reported to the 
foreman. 


Reviews Cupola Melting 


Whiting Corp., Harvey, IIll., has 
issued a new folder, “Review of 
Foundry—Cupola Gases and Tem- 
peratures.” It is a review by H. W. 
Lownie Jr., Battelle Memoria] Insti- 
tute, of a paper written by A. W. 
Belden that appeared in Bureau of 
Mines Bulletin 54 in 1913 and is 
designed to help foundrymen under- 
stand many of the troubles en 
countered from low beds and oxidized 
iron. The text is supported by graphic 
presentations and complete analyses 
which supplement original contribu- 
tions by Mr. Belden. 
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FEATURING 3 SPECIAL REPORTS ON 


FOUNDRY EQUIPMENT and MECHANIZATION 
> 1954 Inventory of Foundry Equipment 


Want to compare the age and volume of your equipment with other 
foundries? A special study of this subject will be completed just before 
FOUNDRY’s Pre-Convention issue goes to press. It will indicate the types 
of equipment foundrymen think they will buy, will report the volume and 
age of over 50 major types of foundry equipment—as they occur in small, 
medium and large foundries. 


> How to Plan for Foundry Mechanization 


Shall we mechanize? Why? When? How? Suggestions and answers 
will be given with the interests in mind of small to large foundries. This 
special report will be a down-to-earth discussion by practical men and 
their associates—based on experiences and observations solving produc- 
tion problems over many years. 


~ Foundry Equipment for the Small Foundry 


How do “small foundries” fare in the equipment market? Is it true they are 
the “forgotten men” of our great industry? The Editors don’t think so 
and will present a comprehensive, illustrated display of equipment believed 
to be within the reach of, and well-suited to the needs of the “less than 
50 employees” foundries. 














58th ANNUAL FOUNDRY CONVENTION 
Cleveland, May 8 to 14, 1954 






The May Pre-Convention Issue will be mailed 
one week earlier than usual to reach readers well in 
advance of the opening of the Convention. 
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, ® Special Reports on 
/ FOUNDRY EQUIPMENT AND MECHANIZATION 





@ 1954 Inventory of Foundry Equipment. 


® How to plan for Foundry Mechanization. 


PREVIEW of the 
1954 Convention and Exhibit 





Program of Technical Sessions. 
Convention Activities. 


Committee Personnel. 


JUNE POST-CONVENTION ISSUE 


REPORTING THE CONVENTION 





Editorial news and picture reports on the 
convention and technical sessions. 


ALL REGULAR EDITORIAL FEATURES 





FOUNDRY A PENTON PUBLICATION °* PENTON BUILDING ° CLEVELAND 13, OHIO 





® Foundry Equipment for the Small Foundry. 
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Essentially, this consists of broaden- 
ing the function of inspection 
throughout the shop rather than con- 
fining it to the finished product. 
} Such a procedure might be termed 
“comprehensive inspection.” 

In this procedure, inspectors are 
placed in each of the various depart- 
ments. These inspectors are not mem- 

the departments in which 

y work, but are members of a 

; staff department and all report to 

the chief inspector, who is responsible 
’ to top management. Their task is to 
inspect the work in process and to 
report any deviations in quality to 
the supervisor concerned. If produc- 
tion is slow, the inspector may con- 
duct a 100 per cent inspection where 
each piece is inspected. Where piece 
production is high, he may make 
periodic inspection of a group of 
pieces. The size of this group may be 


bers of 


they 


ee 


determined statistically so that it 
will be truly representative of the 
\ operator’s output. The group size 


may also be set arbitrarily or may 

be based on experience but the sta- 

tistical method is preferred. 
Put 
Usually, to put teeth into the pro- 
cedure, a system of notification is 
used which will focus the attention 
of top management upon undesirable 
| quality situations which persist. When 
the inspector finds a piece of poor 
/ quality he will notify the line super- 
visor in direct charge of the operator. 
If, on his next round of inspection, 
the same defect is still occurring, he 
reports in writing to the next higher 
level of supervision, which may be 
the general foreman. If the same 
lefect persists on succeeding rounds, 
written notices are sent to successive- 
ly higher levels of management, i.e., 
lepartment head, superintendent, then 
plant manager. In this manner, work 

f poor quality cannot continue for 
mg without coming to the attention 
' top management. Since all levels 
f supervision are aware of this, their 
best efforts are expended to correct 
the situation. 

This type of program ap- 
plied at any point in the foundry 
process where inspection of pieces is 
possible. In the coreroom, the inspec- 
tor may examine cores as they are 
fing made and in the dry state as 
vell. In the molding department, 
lolds may be inspected before clos- 
ng. In continuous castings 
nay be inspected shortly after pour- 
g by setting aside the desired num- 
ver of molds and shaking them out 
‘4s early as possible. This inspection 
Process may be continued on through 
leaning and finishing operations to 


Teeth in Procedure 


can be 


shops, 
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the shipping floor. 
In setting up such a program, it 


is wise to start in one department 
only. Then it can be widened grad- 
ually to include over-all overations. 
In smaller shops it may not be eco- 
nomically feasible to station an in- 
spector in each department. In such 
cases it may be possible to have one 
man cover two or more departments, 
since the work load in 


several small 
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“It ain't neither got blowholes in it!’ 





departments may be equal to that of 
one department in a larger shop. 

A point to consider is that the in- 
spector wields a certain amount of 
power over the supervision, since he 
reports directly to management on 
poor performance, An unwise choice 
of inspection personnel can result in 
friction between the operating 
ple and the inspector which can en- 
danger the success of the program. 

Trouble Shooters — Another 
cedure which has been highly effec- 
tive in improving quality involves the 
trouble shooters. In 
case if a particular casting is giving 
trouble, the 
quality is given to one man. It be- 
comes his job to follow this casting 
through all its 
ture from pattern shop to final in 
spection. He should analyze the de- 
their 
whatever 
manufacture 


peo- 


pro- 


use of such a 


responsibility for its 


phases of manufac- 


fects, determine and 
make 
in the 
are necessary. 

When he established the de- 
sired quality level of a particular job 
he will continue to check it periodi- 
cally so that defects will not reoccur. 
He may then be assigned to another 
casting. The number of patterns 
which trouble shooters can follow up 
will be governed by the man’s ability, 
the co-operation he receives, and the 
volume of production. 

To fill satisfactorily the job of 
trouble shooter requires a man of 
fairly broad foundry experience. He 
should have a working knowledge of 


cause, 
corrections at point 
process of they 


has 








each of the foundry and 
materials. He should also understand 
the economics of foundry operation, 
since it may be possible to spend so 
much money in improving quality 
that become Men 
with such qualifications are not eas- 
ily obtained, although it 
to broaden the effectiveness of a 
trouble shooter by judicious use of 
assistants. 

It has been argued that the func- 
tions of the last two procedures de- 
scribed 
and trouble shooting 
bailiwick of 


processes 


costs excessive. 


is possible 


comprehensive inspection 
fall within the 


supervision. It is pos- 


sible that exceptional supervision 
might obviate the need for these 


procedures. Whether or not it is pos- 
sible to include quality control in the 
duties of supervisors will depend on 
several factors, including 
shop, complexity of 
ganizational policies, and competence 
of supervisory personnel. 

In most cases today the work of 
the foundry supervisor has 
very complex and demanding. To 
combat the confusion which arises it 


size of 
operations, or- 


become 


has become necessary to compart- 
mentalize the functions of supervi- 
sion. Thus, by instituting a quality 


control program, that phase of super- 
vision which has to do with the main- 
tenance of quality is partially, at 
least, placed in the hands of special- 
ists. This is similar to the establish- 


ment of industrial engineering, per- 
sonnel, planning departments and 


others. 
Reorganize Existing Personnel 


There is one factor in 
personnel to staff a quality control 
program that 
it becomes necessary to increase the 
payroll beyond the 
savings made do not more than com- 
pensate for the cost, then the contin- 
uation of the program 
useless. However, it is possible to in- 
stitute such a program with few ad- 
ditional people by reorganizing ex- 
isting personnel. 

The three quality control 
ures described here now 
used successfully in many foundries. 
It is possible that management may 
be able to develop a program, by 
careful analysis of its needs, which 
will be entirely different from any 
described. When the foundry is able 
to produce castings of satisfactory 
quality and cost without any formal 
program, it is indeed fortunate. This 
is an indication that the organization 
is quality conscious, capable, and 
well supplied with the necessities for 
quality production. 

It should be emphasized that any 
quality control program is only a 
tool and, like any tool, requires the 


acquiring 
must be considered. If 


point where the 


is certainly 


proced- 


are being 


(Concluded on page 198) 
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LETS KICK IT 








By 
Tom Barlow 


Today we dream of things to be, 

Of new machines and sand to mold. 

But what today is a silly dream, 

To our children will be old. 
Comes cold weather, some people like to ski, sled, build 
snowmen, etc. while others look for some excuse to go 
South. For my part, winter is for the birds. In fact, I 
notice that even the birds don’t like it enough to stay 
around. So, like a bird, I found an excuse to go to 
Tennessee for a couple of days. My excuse? To watch a 
Taccone Diaphragm Molding Machine kick out over 
, 100 molds an hour at pressures of 
(" ee 100 pounds per square inch of pat- 
{ Se tern area. (The machine is made in 
At\i the North—but I wanted to go 
me South— remember?) 
on Watching that machine made me 
realize how much this industry has 
changed since I took my first job 
in a foundry twenty long years ago. (Your wrinkles are 
showing, Grandpa.) In those days, synthetic sand was a 
pup, alloyed irons were still developing and “‘metallur- 
gist’’ was still a dirty word in some foundries. (I worked 
in one shop almost a year before I got up enough nerve 
to admit I was a metallurgist.) In those days, foundry- 
men didn’t talk about precision castings let alone gather 
at meetings to listen to talks on ‘‘C’’, ‘“‘D”’ or Pressure 
Molding. If I had seen then (1934) what I saw last 
week, I would have quoted the boy who saw his first 
giraffe: ‘“There ain’t no such animal’. 

This machine was of particular interest to me be- 
cause of all the yakking we have done on High Pressure 
Molding. In fact, I have yakked so much that some 
people now refer to me as ‘‘a high pressure salesman’’. 
(There is a pun there if you look hard.) Any report of a 
machine that squeezes molds at pressures of 100 pounds 
per square inch of pattern area sets me off like a three- 
alarm fire. 

I went, I saw, I was impressed. I’m here to tell you 
that high flowability sand such as Plasti-Bond (espe- 
cially designed for High Pressure Molding) used on the 
diaphragm machine can create casting tolerance and 
finish strictly out of this world. This 
is the first commercial machine I 
have seen specifically designed to J 
provide the squeeze pressures we C ‘ 
need to make real use of high flow- é 
ability Plasti-Bond sand. 

Let’s close our eyes, light our pipes ‘eee 
and dream. I see a foundry (at my \ 
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age what do you expect me to dream of ?). It looks rathe: 
normal but I don’t hear any jolting; only the quiet hiss 
of pressure molding machines turning out molds at the 
rate of 100 per hour or more. The sand is being mulled 
and handled in the old fashioned way, in fact, it looks 
and feels like ordinary green sand. Molds are closed, 
poured and shaken out in the usual way. I see only one 
sand being used for all work and all sand going back to a 
central shake-out and sand-conditioning system. In fact, 
the only difference to the casual observer is that the cast- 
ings seem to be clean and smooth at the shake-out. 

Oh yes—there is a difference 
There doesn’t seem to be any bot- 
tom boards or weights to get in the 
way of mechanical shake-out or the 
shake-out crew. We look and see that 
that is done by using bars on both 
cope and drag so the flasks need no 
bottom boards and can be clamped 
instead of weighted if desired. And yet, with all the 
bars, there is no tucking, peening or other hand op- 
eration to get a hard mold. The answer? Plasti-Bond 
sand plus diaphragm high pressure “‘contour’’ squeezing. 

We notice that the pressures exceed 100 pounds which 
further explains the bars—they are desirable to give 
flask rigidity. The pressures give uniform mold _ hard- 
ness of 85 or more—all over—yes, I said ALL OVER. 

The patterns seem normal but they probably are 
better than usual because we suddenly notice that the 
castings are not only smooth, they are within thou- 
sandths of pattern size. They are precision castings. 
They are equally accurate in all directions, including 
across the parting line (no fin or flash at the parting). 
There is no evidence of warp, out-of-roundness or dis- 
tortion since the molds are of normal thickness and 
strength. 

What’s that gadget on the end of the line? It looks 
almost like a briqueting press only instead of briquets, 
it is kicking out copes and drags by hydraulic molding 
to 600 pounds per square inch. It is for castings requir- 
ing tolerances of two thousandths (or less) and yet it is 
still operating on green sand using the same mullor and 
the same shake-out as the 100 pound diaphragm ma- 
chines. 

Castings ranging from .002 to normal tolerances, al! 
from the same sand in the same foundry. All in the 
green sand—no ovens—no heated patterns. Sounds lik« 
opium was in the pipe I smoked? I’ve seen the machine: 
—I’ve worked with the sand. Could be—Could be! 
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* DIXIE BOND 
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(Concluded from page 195) 
proper use for best results. It should 
never be expected that a quality 
control program by itself will reduce 
or maintain low foundry losses. The 
co-operation of individuals is required 
along with the persistence and en- 
couragement of top management. 
Immediate results cannot usually be 
expected and some time must be al- 
lowed for development and orienta- 
tion. 

The causes of producing scrap cast- 
ings or castings of poor quality range 
in complexity from the very simple to 
the very involved, deep-rooted factors. 
When it is found that one or a few 
jobs are giving trouble, while the 
balance of the work is going through 
the shop satisfactorily, it is likely 
that the reasons for poor quality are 
easily determined. It is an indication 
that, generally, the shop 
are in good order and whatever is 


processes 


wrong is peculiar to the troublesome 
jobs. In such cases a formal quality 
control program is not always a nec- 
essity, but it may be desirable to 
assign a well 
trouble shooter. 


qualified man as a 

In the foundry where a large per- 
centage of its jobs is at a low qual- 
ity level, the problem is much more 
complex and demands careful study. 
Here, because of the 
widespread trouble, there is an indi- 
nature 


presence of 


cation of causes of general 
rather than isolated ones, It is pos- 
sible, certainly, that it could be the 
case where each individual job of- 
fers its own problems. If this is so, 
some type of quality control program 
can be of value and, properly used, 
can be an excellent expedient for 
the improvement of quality if given 
sufficient time, which may be many 
months. However, there may be cer- 
tain underlying causes not easily rec- 
ognized, in which case the problem 
is more involved. 

Many Factors Affect Quality—Al|- 
most any function performed within 
a foundry may contribute to a poor 
general quality level. A few exam- 
ples will serve as suggestions as to 
possible causes. 

Frequently the foundry 
pays insufficient attention to the hir- 
ing and training of its personnel. Cer- 
tainly the acquisition of incompetent 
people or inadequate training of good 
workers cannot contribute to qual- 
ity. The use of aptitude tests may 
help in the evaluation of workmen. 
If properly workmen are 
given a short period of work training 
before being placed in production 
work, much unnecessary loss may be 
eliminated. 


operator 


selected 


An incentive plan for remunera- 
tion of the worker which is not prop- 
erly set up can encourage sloppy 


198 


work. A review of the rate system 
may be helpful, and establishment of 
an incentive which pays a bonus on 
quality can be of value in some in- 
stances. 

Training of supervisors is 
times neglected. It is important that 
the supervisor have a good working 
knowledge of the technical details of 
direction. 


some- 


the processes under his 
This can be developed from experi- 
ence but it can be acquired much 
more rapidly by a training program 
with competent instruction, The value 
of the technical knowledge of the 
foreman is limited unless he has been 
trained to give instructions clearly 
and to follow up to see that instruc- 
tions given are followed. 
Good Liaison Is Necessary 

The organization of supervisory 
and allied functions may be such that 
responsibilities are injudiciously di- 
vided and communications hindered. 

The liaison between sales and op- 
erating personnel may be poor and 
result in selling work that it is not 
within the foundry’s limitations to 
produce. This can be very costly. 

The foundry’s plant and equipment 
also can have a profound effect on 
its ability to produce work of de- 
sirable quality. Badly worn molding 
machines and flasks can only result 
in poor maintenance of dimensions 
and excess scrap. Melting and sand 
preparation equipment which cannot 
deliver uniform products in sufficient 
quantity results in defects. Frequent 
breakdown of equipment upsets the 
worker’s pace, diverts his attention 
and causes losses. Poor lighting and 
poor ventilation along with bad house- 
keeping results in lowered morale, 
poor work and makes it difficult to 
retain good personnel. 

When it happens that a combina- 
tion of several factors shares the re- 
sponsibility for poor quality and high 
losses it is doubtful that any of the 
quality control programs outlined can 
be very effective until more far 
reaching steps are taken except to 
point out the need for more funda- 
mental thinking. 

When a foundry is beset with a 
persistently bad quality situation, 
whether it is an over-all condition 
or is confined to an individual de- 
partment, a careful examination 
should be made of the plant, equip- 
ment, materials, methods, procedures 
and personnel to determine the cause. 
Such an analysis should be concerned 
with uncovering facts and should not 
be influenced by bias or opinion. In 
some cases the employment of con- 
sultants skilled in making careful, 
analytical surveys can be of great 
value in determining causes of trou- 
ble as well as introducing new ideas 
and broader viewpoints. 








Producers of castings are quite 
certain to become more involved it 
the problems of quality. Users o 
castings have p.aced more emphasis 
on quality in their products and th 
effect of this is being felt by found 
ries. Unless the foundryman 
nizes this trend and acts upon it 
he may find that castings of a qual 
ity acceptable today will not pass in 
spection in the future, or it will cost 
so much to make them salable that 
the operation will be unprofitable. 
Established quality control 
ures and means for improving qual- 
ity are available to all foundries, and 
their application cannot wisely be 
delayed. 

The writer wishes to express his 
appreciation to Jack Taylor, vice 
president, and to R. L. Bradley, as- 
sistant to the president, of Lester B 
Knight & Associates Inc. for their 
assistance in the preparation of this 
article. 
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British Group Elects 


C. H. Kain, joint managing direc 
tor, Lake & Elliot Ltd., Braintree 
has been elected chairman of council, 
British Steel Castings Research As- 
sociation, succeeding F. N. Lloyd, 
chairman and managing director, F 
H. Lloyd & Co. Mr. Kain has de 


voted much time to the technical 
development of the steel castings 


industry, as a member of the British 
Steel Castings Association and the 
Institute of British Foundrymen. He 
has been active on the technical com- 
mittees of both associations and has 
been chairman of subcommittees. 


Book Review 


Transactions of The American 
Foundrymen’s Society, Vol. 61, 1953; 
cloth, 770 pages, 8 x 11 in., including 
a seven-page author and subject in- 
dex; published by the American 
Foundrymen’s’ Society, 616 South 
Michigan Ave., Chicago. 

Commencing with a list of officers 
and directors, and a summary of pro- 
ceedings at the 1953 annual conven- 
tion at Chicago, May 4-8, this volum: 
covers the president’s annual address, 
treasurer’s report, secretary’s report 
breakdown of AFS membership by 
chapters, report of technical direc- 
tor, report of meetings of the board 
of directors and the Charles Edgar 
Hoyt annual lecture delivered by 
James H. Smith. 

Remainder of the volume, over 700 
pages, covers the text of 87 techni- 
cal papers, including exchange papers 
from foreign foundrymen’s associi- 
tions, also a transcript of the discus- 
sion following presentation of each 


paper. 
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ELICATE and romantic memo- 
ries of other days, soft and 
wraith-like as the mists of the 


morning, er the enchanted haze hang- 
ing over wooded hills in the langor- 
ous golden days of the falling leaves, 
flooded my mind at a recent 
cert where a chorus of _ beautiful 
young ladies in costumes of the nine- 
a number of old-time songs, 
including the old English ballad 
“Barbara Allen.” I 
but Bill claimed the author who wrote 
the words of the should have 
been kidnapped and placed in a home 


con- 


ties sang 


was fascinated, 


song 


for the feeble minded. 

“Just repeat the words of the first 
verse,”’ he ““In Scarlet town 
where I was born, there fair 
maid dwellin’ made every youth cry 
Her Barbara 
English con- 


said. 


Was a 


name 
language 


Well-a-way. was 
Allen.” The 
tains approximately 500,000 words in- 


cluding several hundred terms of en- 


dearment and salutation. With this 
superabundance of material on hand, 
every young man she met greeted 
her with the pathetic wail ‘Well-a- 
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By PAT DWYER 


Illustration by RICHEY 


way.’ She would have been less than 
human if she had not kept well away 
from that bunch. How she must have 
yearned for a real guy to come along. 
A lively young lad with a saucy grin, 
a dancing light in his eye and a 
persuasive ‘Hey kid! Will you step 
along with me?’ 

“Her name was Barbara Allen’, A 
totally irrelevant touch. Shakespeare 
good name is to be chosen 
than great riches. Almost 
exception, young ladies are 
willing to give up their names in 
favor of others. The fact that the 
owner of the other name is afflicted 
with great riches never has been al- 
stand in the way of the 
Pansy Periwinkle is a cute 
little but dear little Pansy 
would exchange it any minute for 
that of Mrs. Chas. T. Turnip, or Mrs. 
Alex S. Weasel. 

“Look at the closing lines 
Jemmy Grove on his deathbed lay for 
Barbara Allen.’ There’s a 
combination that ranks, nay  out- 
ranks, the modern product of Tinpan 


says a 
rather 
without 


lowed to 
transfer. 
name, 


‘Young 


love of 
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Jemmy waits at corners to cry “Well-a-way” at Barbara Allen 
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alley. It offends the eye, the ear, t! 
rules of poetry, grammar and ord 
nary common sense. If Jeémmy wante 
to lay he should have selected a hen’s 
nest. If the whole truth were known 
brave Jemmy tanked up with a view 
of enlarging his vocabulary beyon 
the scanty Well-a-way, and overesti 
mated his capacity. 

“In the second verse lear 
‘Death is printed on his face and 0’ 
his heart is stealin’. Then haste awa 
to comfort him, O! lovely Barbara 
Allen.’ Apparently Jemmy was 
a bad way, but why should Barbara 
be asked to haste away to comfort 
him? No logic in that argument! 
Unless possibly the request mear 
that she was to hasten away as soon 
as fast and as far ag possible in the 


we 


opposite direction. The victim’s 
lamentable condition was due to th 
proximity of a lady who required 


more than a vacant sigh and a sill) 
well-a-way to attract her interest 
A voluntary visit where she might 
be tempted to hold his hand would 
be the signal for Jemmy’s departur 
in spontaneous combustion. 

“The fair maid seemed to 
all this. ‘So slowly, slowly she cam: 
up and s!owly she came nigh him 
And all she said when she 
there: Young man I think 
dyin’.’ 

“In other words she took her time 
Probably attended a matinee first and 
then the day being fine and having 
no pressing engagements, she strolled 
up the garden path to Jemmy’s front 
door. A dainty little vision in sprig- 
ged muslin, with eyes modestly down- 
cast under the shade of a poke bon- 
net trimmed with swansdown, 
floated into Jemmy’s room, light as 
a puff of thistle down. With th 
scene all set for a grand demonstra 
tion, an opportunity of sending 
hero off to the happy hunting grounds 
in a blaze of glory, what does Bat 
bary say? I think I have mentior 
that Jemmy was not what you might 
call a loquacious bird. Apparentls 
3arbara had her limitations 
‘Young man,’ sez she ‘I think you'r 
dyin’.’ 

“In third and, thank heavy 
last the author gathers 
scattered threads, makes an abort 
attempt to point a moral. He sums 

(Continued on page 202) 
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felt filter, wire frame reinforced 
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exhalation valve does not stick. Easily replaceable 
Self-adjusting double headband 
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under helmet or with goggles 

Easily cleaned by anyone —just shake or slap dust 
out or remove with a light blast from an air hose 
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(Continued from page 200) 
up the story in a manner that would 
bring tears—of from the 
eyes of a potato or a graven image. 
‘When he was dead and in his grave, 
her heart was struck with sorrow. 
O mother, mother, make my bed, for 
I shall die 
“Now, I ask you isn’t that a likely 
story? Why should her 
struck with sorrow? She had no use 
for this wishy-washy well-a-way moon 


derision 


tomorrow.’ 


heart be 


calf while he was lying in wait at 
corners and unexpected places to 
gaze at her dumbly and bleat his 
pitiful refrain well-a-way. Credulity 


cannot be stretched to the point of 
believing that 
was removed providentially from her 
If she was sorry for anything 
had not 
pup. 


she grieved when he 
path. 
probably it was because he 
been drowned when he was a 
If you ask my candid opinion, Jemmy 
With a 
young 


marbles. 
with 


never had all his 
countryside 
and charming damsels full blythe to 
the day if approached in the 
manner, he bed, 
buried his nose in the 


overflowing 


name 
proper crept off to 
shut his 
pillow and auto-suggested himself out 
of existence for love of Barbara Allen. 
One for you and one for 


eyes, 


3ah! Twice. 


me. 
“If any doubt remains regarding 
her lack of sorrow, it is effectually 


dispelled by the next two lines: ‘O, 
mother, mother make my bed, for 
I shall die This state- 
ment throws an interesting side-light 
Her time was _ so 
applying the war 
with which 
men to 


tomorrow.’ 
on our heroine. 
occupied in 
paint and feathers 

reduced all available 
a condition of stammering imbecility, 
that she never. had learned how to 
make her own bed. That was 
for the poor doting old mother. 


well 
she 


young 


a job 


“The author woefully fluffed his 
catch there. If he had the slightest 
conception of dramatic value, if he 
had looked up the works of any stand- 
ard ballad maker, in a word if he 
had not been what I strongly suspect, 
one of Jemmy’s well-a-way pals, he 
would have done right by our Nell. 
At this stage he would have put her 
awey in a proper manner. A man- 
ner that would have caused big, fat, 
salty tears to stream down the face 
of the old town clock for generations, 
thus adding new luster to Scarlet 
town where he brags he was born. 

“Who cares where he was born—or 
for that matter why? The statement 
is unnecessary. Obviously he was 
born, otherwise he could not have 
composed the monstrosity. Why bring 
that up? Also his reference to Scarlet 
town leaves too much to the imagi- 
nation. Where is Scarlet town? Dash 
it all, does he expect the reader has 
the time to hunt all over the map 
for a little 2 x 4 town just because 
he happened to be born there? Really 
he imposes too far on one’s good na- 
ture. In fact the first line of the 
song is entirely superfluous since at 
that point the author fades out of 
the picture after introducing the 
heroine in a few well chosen words: 
‘There was a fair maid dwellin’. Per- 
haps she was fair. That is only one 
man’s opinion. According to the re- 
mainder of the text, there is room 
for reasonable doubt. The fact that 
she dwelt in the town is not a start- 
ling recommendation. Presumably 
she had to dwell some place. Oh, well. 
Let it go, let it go. Back to the main 
theme. 

“Instead of putting on her frilliest 
between 


night gown and oozing in 
lavender scented sheets of a _ nice 
freshly made bed—-per mother—there 
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It includes coal handling and by-product facilities and 
brings the total number of ovens at the plant now to 196, which have 
a total rated capacity of more than 1 million tons of coke per year 





~~. 


underjet coke 
ovens started operation Nov. 24 at the Ashland, Ky., plant of Wilputte 
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to expire in peace and comfort, Ba- 
bara should have donned the mother s 
faithful old Paisley shawl] and slippe | 
out to the cemetery at midnight. T! 
old sexton making his rounds in tl 
morning following a wild and stormy 
November night of drenching rai 
would find all that was mortal of tl 
love-striken maid huddled in a bunc 
of thistles over the approximate pos 
tion of Jemmy’s faithful hear 
’Twould make a swell pitcher wit! 
the subtitle ‘All’s well that ends well! 

“That would have been the logical! 
way to finish the story. Instead what 
do we get? Listen: ‘Farewell’ § sh¢ 
said, ‘Ye virgins all, and shun the 
fault I fell in. Henceforth take warn 
ing by the fall of cruel Barbar: 
Allen!’ 

“How does she get that way? Wha 
fall is she talking about? Certainly) 


she did not fall for Jemmy_ whil 
living. If the truth were known, 


the author had stuck to the actual 
facts in the case, instead of trying 
to make a pitiful stab for sympathy 
he would have admitted that the littl 
lady had a good night’s sleep in he: 
little crib and then had hocked it in 
the morning after leaving the follow- 
ing note where he mother would b« 
sure to find it about 11 a.m., when 
she came to call her for breakfast: 
‘Farewell old dump, I’m well away, 
no time for dilly-dallin’. Me for the 
bright lights night and day. Pip, 
pip, Barbara Allen!” 

“Why, 
miringly, “that verse matches the 
style of the others perfectly. If I 
had your gift I should enter the ranks 
of popular song writers.” 

“Any dumbbell can write that kind 
of drivel,’ Bill said. ‘“That’s why it 
makes me tired. I don’t know how 
or why you dragged me into this dis- 
cussion. I was all set to touch on 
one of the many facets of the found- 
ry.” 

“Your pardon, my dear young fel- 
low for wasting your precious time. 
As the late Admiral Dewey said on 
a certain occasion ‘You may fire 
when ready, Gridley.’ ”’ 

“Okay, okay. What I had in mind 
was the witty phrase ‘Three genera- 
tions shirt sleeves to_ shirt 
sleeves’ employed many years ago by 
a writer or speaker to indicate the 
manner in which the 
tune sometimes turns in America. 


from 


¢ 


wheel of for- 


“The shirt sleeve father amasses ‘ 
fortune in the sweat of his brow. Th 
son has neither the need nor the in- 
remove his coat. No 
great amount of physical or even 
mental effort is required to spend 
money foolishly. Witness the prover! 

(Concluded on page 204) 
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Bill, old boy,” I cried ad- _ 
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Because... 





@ They get more service per dollar cost (750 hours 





silica sand — 1500 hours steel shot or grit). 
NORTON guarantees this minimum service. 
} 
@ Their air consumption is reduced from 10 to 20 
per cent as compared with iron nozzles. 
@ They maintain stream contour and abrasive 
' velocity. 
\ 


For full details on cost-cutting NORBIDE Nozzles, 


2 


write for your free copy of Form 543. 





NORBIDE”... che lougest nozzle life you cau buy 
NORTON COMPANY 


43 New Bond Street & Worcester 6, Mass. 
aking better products ,.. tomake other products better 


February 1954 203 





















































Get 
better-than-new sand 


at lowest cost--with 


HYDRO-BLAST 


Of various methods for reclaiming used foundry sand, only one—the 
Hydro-Blast wet-sand system—gives you all these advantages: 


up to 90% recovery of core and facing mixes—higher 


than any other method 


better sand—of controlled quality; at least equal, usually 


superior, to parent new sand 


better castings quality because of better sand—lower scrap 


two-year amortization is usual; and big savings in sand costs, 
freight and disposal costs continue for years 


serves both iron and steel foundries 


Every Hydro-Blast unit is custom-designed, and installed under direction of 
Hydro-Blast engineers. 
There are cheaper systems—but none can approach Hydro-Blast effectiveness 


and continuous big savings. 








HYDRO-BLAST CORPORATION 


2550 NORTH WESTERN AVENUE e CHICAGO 47, ILL. 





For complete information get 
Hydro-Blast Sand Reclamation 

literature—belongs in every foundry 
engineering file. Write for it. 





(Concluded from page 202) 
about the drunken sailor. The grand- 
son finds himself practically wher: 
the grandfather started, in his shirt 
sleeves at the bottom of the ladder 

“The foregoing is not an invari- 
able rule. Many examples might bs 
quoted of families in which th: 
money made by the father was 
doubled by the son, or in some in 
stances the son-in-law, and pushed 
to a really handsome fortune by the 
grandson. However, these instances 
are not in the majority. 

“In the foundry business the son 
does not need even to spend the 
money recklessly or in any of the 
fairly well established methods of 
throwing it around like the before- 
mentioned habitue of the briny deep 
All he has to do is to pay little or 
no attention to his business. His 
money will disappear so fast that 
he stands a good chance of beating 
his son to the shirt sleeves state of 
existence. The late Mr. B. Franklin 
had a word on this subject. “Take 
care of your business,’ Mr. Franklin 
remarked, ‘and you will have a busi 
ness to take care of.’ 

“A big, idle foundry or a foundry 
in which the owner delegates the 
management to an incompetent per- 
son can lose money faster than any- 
thing else of its size and weight in 
the industrial field. 

“A great deal of care and effort, 
hard work, mental and physical, in- 
tense application and long hours are 
necessary to establish a foundry on 
a solid paying basis. By the tim 
the son enters the business, stand- 
ards have been established, steady 
customers have been secured. Skill- 
ful supervision and careful planning 
have resulted in a machine that ap- 
parently runs automatically at high 
speed. So long as the wheel is in the 
competent hands of either father or 
son the machine will maintain th: 
pace. With the father gone to where 
all good foundrymen go, and with 
the son’s mind on anything but the 
road ahead, a wreck is inevitable in 
a comparatively short time.’ 

—30— 


Celebrate Anniversaries 


Eastern Malleable Iron Co., Wi! 
mington, Del., and its oldest em- 
ployee in point of service, Willian 
Shilling, celebrated 50th anniversaries 
in December. After reaching that 
milestone of service Mr. Shilling re- 
tired as assistant in the pattern sho} 
Forerunner of the present foundry 
was the Wilmington Malleable Iron 
Co., which, in 1912, merged with 
others into the Eastern company. 
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take this express highway 


to volume sales in 


a five billion dollar market 


helps] you keep ahead of competition 


e 
What is PLUS 5? It’s your key to more business from 

: € . . . , , 
foundries. It gives every FOUNDRY advertiser a bonus he 

le can get from no other source. Here is help in analyzing 
this market—studying sales territories and potentials— 

2 


planning the sales effort—and creating a constructive 
promotion program to the 5 billion dollar foundry market. 
It's time to take a new look at this market—and at the 
unusual selling aids we have for you. Say PLUS 5 

to your FOUNDRY representative and he'll show you this 
>-step program designed to move more of your 


products into foundries. 


FOUNDRY «+ Penton Bldg. « Cleveland 13, Ohio 
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More than a mag 





-..@ complete 
sales development 
service 














Activities 


Texas 


PPROXIMATELY 150 

and guests of the Texas Chapter 
of the AFS met Nov. 20 at the Lone 
Star Steel Co., Lone Star, Tex. The 
visitors, some of whom had traveled 
up to 400 miles to attend, toured the 
plant in the afternoon, after which 
dinner was served in the plant cafe- 


members 


teria. 

In the evening the speaker was 
Sam F. Carter, plant metallurgist, 
American Cast Iron Pipe Co., Bir- 
mingham. His talk, entitled “Some 
Factors in Cupola Control,” was illus- 
trated with slides of charts and 
graphs. Even though the informa- 
tion was highly technical, Mr. Carter’s 
discussion was so well presented that 
everyone attending benefited with a 
better understanding of this phase of 
foundry operation. Included in the 
group were several students of the 
Texas A & M Student Chapter. 

On Dec. 4, Texas Chapter mem- 
bers journeyed to Texas A & M, Col- 
lege Station, Tex. to visit the college’s 
foundry training facilities. The col- 
lege’s student AFS chapter arranged 
the program. Kent Marshall, presi- 
dent of the chapter, presided and 








206 


of Foundry Groups 


introduced John Mitchell, who _ re- 
ported on foundry progress at the 
school. Carl Livesay advised the 
foundrymen present on how best they 
could avail themselves of the benefits 
of the college’s foundry training pro- 
gram. Also introduced were Stewart 
F. Brown, pattern shop instructor, 
Edward Kranz, foundry instructor 
and Prof. C. W. Crawford, head of 
the college’s mechanical engineering 
department.—William A. Bearden 


Western New York 


A REVIEW of progress in the 

foundry industry was presented 
by Frank G. Steinebach, editor of 
FOUNDRY, at the Dec. 5 meeting of 
Western New York Chapter of the 
AFS. Meeting was held at the Shera- 
ton Hotel, Buffalo. 

Mr. Steinebach traced the develop- 
ment of the foundry industry during 
the last 50 years, and laid special 
emphasis on the outstanding prog- 
ress since 1940. Since that time, 
weight of castings poured more than 
doubled from 9 million tons to 19 mil- 
lion tons, and this was accomplished 
through modernization and mechani- 
zation. 


The speaker urged the industry to 
take advantage of the knowledge and 
opportunities which are available. For 
continued progress he _ suggested 
greater interest in the elimination of 


waste, better housekeeping, more 


genuine interest in personnel, better 


records of production methods, basic 
research, more intelligent merchandis- 
ing and a greater exchange of infor- 
mation within the industry. 

Mr. Steinebach concluded with the 
suggestion that foundrymen keep as 
familiar as possible with develop- 
ments in Washington so in the event 
of any emergency the industry will 
know what its part will be.—Roger E 
Walsh, Hickman, Williams & Co. 


Chesapeake 


ISCUSSION of a number of found 

ry problems was conducted by a 
panel of local foundrymen at the Nov. 
27 meeting of Chesapeake Chapter of 
the AFS. Panel members included: 
C. A. Roebeck, Gibson & Kirk Co., 
spokesman for the nonferrous branch; 
Eugene H. Ryer, James J. Lacy Co. 
for gray iron; Harold Bishop, U. S 
Naval Research Laboratory, steel. 

(Continued on page 209) 


TEXAS Chapter of the AFS met at Texas A & M College, College Station, 
Tex., on Dec. 4. Speakers for the evening included students John Mitchell 
and Carl Livesay, student chapter chairman, left to right respectively in 


the top view. 


Left to right at the speaker’s table below are Stewart Brown 


A & M pattern shop instructor; Edward Kranz, foundry instructor; Kent Mar- 
shall, student chapter president; Israel Smith, Texas Chapter chairman; and 
Prof. C. W. Crawford, head of the mechanical engineering department at Texas 


A & M. 


The right view below shows a group of visitors admiring a portable 


sand muller which was a gift to the college from Texas Chapter. From left 
to right, members of the group are William Clarkson Ill, Oil City Iron 
Works, Corsicana, Tex.; Edward W. Wey, Dee Brass Foundry, Houston, Tex., 
chapter vice chairman; Marvin Williams, Houston Foundry & Machine Co.; H. F. 
Bolzman, Star Foundry Co., Houston; and P. B. Croom, Houston Pattern Works 
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increase life of UNIVERSAL flask pins 
and bushings 





The wearing surfaces of Universal flask pins and bushings are carburized 
and hardened so they can take long, rigorous wear and rough treatment 
in the foundry. Both pins and bushings are double quenched and double 
drawn to produce strong ductile cores with a fine grain structure that 
will withstand considerable stress and strain without breaking. Universal 
flask pins and bushings are precision ground to extremely close tolerances 
to insure instant, accurate alignment of cope and drag. Plain, taper, round, 
hexagonal and threaded series pins and bushings are available in a 
complete range of sizes as regular stock items. For complete information, 
write to the office nearest you — Universal Engineering Sales Co., 

1060 Broad St., Newark 2, N. J.; 5035 Sixth Ave., Kenosha, Wisc., 


or the home office. 








UNIVERSAL ENGINEERING COMPANY =rankenmutu 4, MICHIGAN 
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carburized and hardened wearing surfaces 

























Shaded area shows 
hardened wearing 
surface of pin. 























Shaded area shows 
hardened wearing 
surface of bushing. 
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pH OVERHEAD CRANES 





Why P:H builds the entire Crane 


e-.- including electrical equipment! 


If you want the utmost in service all functions are perfectly coordi- 
from your cranes, insist that they be nated. It means better service, 
job engineered by P&H not an_ less maintenance. 

assembly of components from vari- This policy of complete quality 
ous sources. For example, general control of single manufacturing 
purpose electric motors don’t stand _ responsibility better service 
the gaff of crane service like those made P&H the leading builder of 
designed for the job. That’s why _ overhead traveling cranes. Contin- 
P&H builds its own motors, brakes uous improvement, far ahead of the 
and controls — with all character- field, has extended this leadership. 
istics properly suited to crane opera- Benefit by it when you buy your 
tion: P&H electrical equipment next cranes. 


throughout is your assurance that *T.M. of Harnischfeger Corporation for electro 
ad magnetic type brake. 


Tid OVERHEAD CRANE DIVISION 


HARNISCHFEGER corporation 


Milwaukee 46, Wisconsin 














TRUCK CRANES DIESEL ENGINES POWER SHOVELS PRE-PABRICATED HOMES ELECTRIC HOISTS © SOL STABILIZERS WELDING FQUIPMENT 
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(Continued from page 206) 
A special feature of the meeting 
vas the account Joseph Danko, Danko 
-attern Works, Baltimore, gave of 
his tour of European foundries while 
attending the International Foundry 
Congress. — Henry M. Witmyer, 
Foundry Service & Supply Co. 


Twin City 


EARLY 400 persons were present 

at the annual Christmas party of 
Twin City Chapter of the AFS, held 
on Dec. 15. Again this year Leo Malis, 
Crown Iron Works, Minneapolis, was 
chairman of the committee which ar- 
ranged a fine steak dinner and enter- 
tainment at the Nicollet Hotel. In 
addition, there was a grand selec- 
tion of door prizes which were 
awarded to the ladies. 

Through the co-operation of the 
Twin City Chapter, the national AFS 
headquarters and the Center for Con- 
tinuation of Study at the University 
of Minnesota, a two-day institute on 
foundry safety and hygiene was held 
Nov. 23-24. Latest developments in 
safety and health protection practices 
in foundry operation were presented 
to approximately 40 foundrymen who 
attended the institute. 

Speakers included: L. E. Alexander, 
Minneapolis Electric Steel Castings 


METROPOLITAN Chapter of the AFS held its an- 
nual Christmas Party Dec. 11 at the Essex House, 
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Co.; Floyd Van Atta, National Safety 
Council; Fred E. Berger, director of 
the Center for Continuation Study, 
University of Minnesota; Merrill K. 


Cragun, Center for Continuation 
Study; William N. Davis, director, 
safety, hygiene and air _ pollution, 
AFS; Meyer S. Fox, M. D.; Fulton 


Holtby, associate professor of mech- 
anical engineering, University of 
Minnesota; J. M. Nolte, dean of Uni- 
versity Extension, University of Min- 
nesota; Richard Overstrud, Minneap- 
olis-Moline Co.; W. A. Porter, Cen- 
ter for Continuation Study; Frank 
A. Patty, General Motors Corp.; W 
Shevick, John Deere & Co.; Herbert 
Weber, American Brake Shoe Co.; 
and Harold T. Widdowson, associate 
professor of trade and_ industrial 
education, University of Minnesota. 
R. J. Mulligan, Archer-Daniels-Mid- 
land Co. 


Ontario 


PPROXIMATELY 125 

and guests of Ontario Chapter of 
the AFS met at Hotel William Pitt, 
Chatham, Ont., on Nov. 20 to hear 
Harry E. Gravlin, Ford Motor Co., 
Dearborn, Mich., discuss ‘‘Sand, Metal 
or Men.” Alex Pirrie, Standard Sani- 
tary & Dominion Radiator Ltd. pre- 
sided and was assisted by John Per- 
kins, Ford Motor Co. of Canada Ltd., 
who served as_ technical 


members 


chairman 





John Allan, Callander Foundry & 
Mfg. Co., offered official thanks to 
the speaker. 

Mr. Gravlin deplores the state of 
mind which tends to rate the foundry 
lower than other types of industry 
as a good place to work. We should 
be proud of our foundry affiliation 
and all the complexities it represents. 
This pride and enthusiasm should be 
made known to other industries at 
every opportunity. 

He emphasized the vast accumula- 
tion of practical know-how available 
from our foundry operating person- 
nel and suggested the ‘“‘bent ear’’ pol- 
icy to utilize this knowledge. As a 
working demonstration of this idea, 
he presented a defective casting to 
the group and solicited advice con- 
cerning the cause and possible cure 

“Gigantic, huge, big’’ were the ad- 
jectives used by more than 200 in- 
terested members of the Ontario 
Chapter who visited the Steel Co. of 
Canada, Hamilton works, on Dec. 11 
The tour of the plant, starting at 
3 p.m., began with a view of the four 
blast furnaces. Since these are the 
nearest approach to cupola melting, 
everyone was much interested in the 
reduction of the 
the ore. 
vided the subject of many questions 

The group proceeded to the coke 


molten iron from 


refractory practice pro- 


(Continued on page 212) 





Newark, N. J. These photographs are by the cour- 
tesy of John Bing, Metropolitan Refractories Corp. 








Foundries in which MAXIMUM PRODUCTIONS 
are maintained continuously are equipped with 


INTERNATIONALS 
70 Standard Types - - - 900 Different Sizes 
Many Special Designs to meet Special Requirements 





S INTERNATIONAL MOLDING MACHINES 





INTERNATIONAL 


MOLDING MACHINE Co. 
LA GRANGE PARK, ILLINOIS 








(Continued from page 209) 
ovens, the open hearths, soaking pits, 
and into the blooming mill. Next op- 
eration viewed was the shearing ta- 
ble, the rod mill and finally the 
sheet mill. 

Dinner was served the guests by 
the company in its cafeteria. After 
supper the group adjourned to the 
auditorium where William Bryce, In- 
ternational Harvester Co. of Canada, 
Hamilton, served as technical chair- 
man and introduced Mr. Carey of 
Stelco, who, in addition to being a 


NORTHEASTERN OHIO Chapter of the AFS held 
its annual Christmas party Dec. 10 in Cleveland. 
View at top left shows part of 1000 present during 
Photograph is by cour- 


the entertainment program. 





NORTHWESTERN PENNSYL- 
VANIA Chapter of the AFS 
met Nov. 23. Left to right 
are J. A. Gitzen, Delta Oil 
Products Co., Milwaukee, 
speaker for the evening; 
Bailey D. Herrington, Hick- 
man, Williams & Co., chap- 
ter vice chairman; and Na- 
tional Director of the AFS 
H. G. Robertson, American 
Steel Foundries, Alliance, O. 


metallurgist, is also a 
photographer. He has prepared a color 
film, ‘Steel for Canadians,’ which 
actually is a tour similar to the one 
the group had just finished. In addi- 
tion, he includes excerpts from the 
life of a typical steel worker.—C. E. 
Maddick, Massey-Harris Co. Ltd. 


professional 


Northwestern Pennsylvania 


EGULAR meeting of Northwest- 
ern Pennsylvania Chapter of the 
AFS was held Nov. 23 at the Moose 


sar |e = 


tesy of Sterling Farmer, Sand Products Corp. Other 
views, taken during the dinner before the program, 
by courtesy of Thomas Gallagher, executive sec- 
retary, Ohio State Foundry Legislative Association 





Club, Erie, Pa. Bailey D. Herring 
ton, Hickman-Williams & Co., trie 
Pa., officiated in the absence 0 
Charles F. Gottschalk, Cascad: 
Foundry Co., chapter chairman. 
Special guest at the meeting wa 
H. G. Robertson, American Stee 
Foundries, Alliance, O., an AFS di 
rector who spoke briefly. The fea 
tured speaker was J. A. Gitzen, presi 
dent, Delta Oil Products Co., Mil 
waukee, whose subject was ‘Cores 
and Core Sand Binders.’’—Roy A 
Loder, Erie Malleable Iron Co. 


St. Louis 


HE “D” process of molding was 

described at the Dec. 10 meeting 
of St. Louis Chapter of the AFS 
More than 170 members were pres 
ent to hear the discussion by Warner 
B. Bishop, manager, Foundry Prod 
ucts Division, Archer-Daniels-Midland 
Co., Cleveland. 
He discussed its advantages and dis 
advantages and compared the pro: 


(Continued on page 214) 








FOUNDRY 


























rring 
lurie 
e 0 
-ad« 
i. 
r Wa 
Stee 
S di 
fea 
presi 
Mil 
Cores 
y A 


y was 
eeting 
AFS 
pres 
Tarne! 
Prod 
idland 


d dis 
pr¢ 








In hundreds of foundries “PAYLOADERS” have It will pay you to get the facts on the “PAY- 


effected substantial reductions in sand-handling LOADER” way to faster, cheaper handling costs. 
costs and eliminated many other laborious material Your “PAYLOADER” Distributor is ready to 
handling jobs. These unusual tractor-shovels un- give them to you. Call him today or write The 
load sand from boxcars, carry it to storage and Frank G. Hough Co., 703 Sunnyside Avenue, 


mullers . . . deliver it to molding stations and Libertyville, Illinois. 


core makers . . . scoop it from the pouring floors 


and clean-out rooms ... return sand for reclaim- HANDBOOK 

ing . . . windrow it for the cutter. Fast, nimble Tells how and where to look 
ee “DC? ee ame : — for signs of inefficient bulk- 
PAYLOADERS” also save time, labor and costs malecitie hendiing.... . how te 
- : 3 — ‘ 2 lyze, organize and set up 

on other jobs—handling small c: S, § ee 
senile = all CASE, slag, coke, an efficient handling system... 
coal, ashes, waste and snow. They work inside plus many useful tables and 
data. Write for ‘Bulk Materials 

and outdoors on pavement or ground. Handbook.” 





You can’t compete if your equipment is obsolete! 


Tt PAYLOADER’ 


SAY ''HUFF’’ 
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PHILADELPHIA Chapter of the AFS was treated to a double-barreled techni- 
cal program in November, including a main speaker and a panel of experts 
who answered questions from the floor. From left to right are George Brad- 
shaw, Philadelphia Navy Yard, panel member on brass and bronze; Clyde Jenni, 
General Steel Castings Co., technical chairman for the session; J. L. Ste- 
vens, Bethlehem Steel Co., Bethlehem, Pa., the principal speaker; Albert 
Saute, American Engineering Co., Philadelphia, panel member on iron; and 
Charles R. Sweeny, Atlantic Steel Castings Co., Chester, Pa., who was the 
panel member on steel. Photos are by courtesy of Leo Houser, Dodge Steel Co. 


the meeting with the awarding of a 
number of attendance prizes donated 
by the local supplier. John O'Meara, 
3anner Iron Works, chairman of the 
entertainment 
announced details of the chapter’s 


(Continued from page 212) 


ess with conventional methods of 
casting as well as shell molding. 
The “D” process, less than a year 
old, is still in the development stage. 
Every indication is that it will short- 


ly take its place along with the con- 


chapter's committee, 
spring dinner dance to be held May 1 
tinually growing number of casting at Norwood Hills Country Club.- 

Jack Bodine, Bodine Pattern & Found- 


ry Co. 


processes. 


A Christmas touch was added to 














CHICAGO Chapter of the AFS held four roundtable sessions at its Dec. 7 


meeting. Left to right in the top view are Peder Moluf, Dow Chemical 
Co., who addressed the nonferrous and pattern divisions, and the members 
of the steel session panel. Left to right, they are J. C. Mulholland, 
Pettibone Mulliken Corp.; Roy Nelsen, Sterling Wheelbarrow Co.; George 
DiSylvestro, Burnside Steel Foundry Co.; and Ed Gricus, Link-Belt Co. Be- 
low, left to right, are Harold Rekart, National Malleable & Steel Castings 
Co., and George Posanke, Crane Co. To the right is Lyle Clark of 


Armour Research Foundation, who was the speaker at the gray iron and malle- 
Photographs are by courtesy of Fred Ridenour, Whiting Corp. 


able session. 
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Philadelphia 


OVEMBER meeting of Philadel- 
phia Chapter of the AFS wis 
concerned primarily with sand. Main 
speaker was Jack L. Stevens, sand! 
technician with Bethlehem Steel Co., 
Bethlehem, Pa. | 

His talk covered the practical as- 
pects as well as technical details 
molding and core sands and also tl 
use of additives. Discussion of defect. 
caused by sand and their remedies, 
created considerable debate, with 
some of those present taking the op- 
portunity to air their pet theories on 
the subject. The discussion period was’ 
led by Clyde Jenni, General Stee! 
Casting Co., and three panel mem 
bers. There were 265 members pré 
ent at the meeting. 

At the chapter’s Christmas part) 
held at the Benjamin Franklin Ho- 
tel, more than 600 
guests enjoyed a fine dinner and 
C. R. Sweeny, Atlantic Steel 
Castings Co. 






| 












members and, 


show. 


Chicago | 


HIRD of the four roundtable mect- 

ings which the Chicago Chapter, 
AFS, has scheduled for the 1953-54 
season was conducted at the Chicagi 
Bar Association, Jan. 4, and it was 
equally as well supported as the pre- 
vious two. Some 232 members and 
guests were served at the dinner pre- 
ceding the group sessions. 

The business portion of the meeting 
was conducted by Chapter President 
John <A. Rassenfoss, assistant re- 
search director, American Steel 
Foundries. Membership activities 
were reported by J. E. Johnson, gen- 
eral superintendent, Continental | a 
Foundry & Machine Co., who jie 
became director of membership. | 

Hans J. Heine, acting technical di- 
rector of the AFS, making his first] 
appearance before the Chicago Chap- | 


7 


ter, was introduced by President Ras-| —a 
senfoss. He extended a word of greet-) wey 
ing from national headquarters. } \\ 


Taking charge of the technical por: | 
tion of the meeting, Chapter Vict radi 
President Robert L. Doelman, sales) ny }, 
engineer, Miller & Co., introduced 





speakers and presiding officers fo! part 
the four group sessions. Prior to th Rt 
regrouping for the various sessions cast] 
however, a coffee movie was shown 
this being “Technique for Tomorrow 
a visit to Ford Motor Co.’s new en 
gine plant at Cleveland. 
The Malleable Division was ad 
dressed by B. C. Yearley, director 
applied research and development 
National Malleable & Steel Castings 
Co., Cleveland, his subject bein: 
“Foundry Mysteries.’ Richard P 
(Continued on page 216) 
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“=| RADIOGRAPHY proves it sound 


p. 

cal di- 

ein It’s the support for the track wheel of a tank ently good work. This is why it is more and 

it Ras-)- —a tough job if there ever was one. Failure more becoming a routine procedure in many 
greet would mean complete disablement. foundries. 

a i With soundness so vital, every casting was If vou’d like to know how Radiography can 

r Vice} tadiographed. It’s the one way to prove that improve your own operations, discuss it with 
sales! no hidden flaw exists without destroying the your x-ray dealer. Also send for a free copy 

sag part. of “Radiography as a Foundry Tool.” 

to th Radiography forestalls releasing imperfect 

ssiOMSF castings—helps build reputations for consist- EASTMAN KODAK COMPANY 

— X-ray Division, Rochester 4, N. Y. 


yrrow 


ew 


“| Radiography... 


Pu another important function of photography 
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Be 


SAGINAW VALLEY Chapter of the AFS featured an informative panel discus- 


sion on safety, hygiene and air pollution at its meeting on Dec. 3, which 


was held at Frankenmuth, Mich. 


Eaton Mfg. Co., chapter vice chairman; 


From left to right above are W. W. Holden, 


John Kane, American Air Filter Co., 


speaker; Herbert Walworth, Lumbermen’s Mutual Casualty Co., speaker; William 
N. Davis, director of the AFS safety, hygiene and air pollution program, 
speaker; and F. J. McDonald, Central Foundry Division, General Motors Corp. 


(Continued from page 214) 


assistant plant superintendent of 
that company’s Cicero, Ill., plant, 
was chairman. 

“Effect of pH Factor on Steel 


Castings” was the subject considered 


by the Steel Division. Speaker was 
Jerry Grott, research metallurgist, 


Unitcast Corp., Toledo, O. Chairman 
was Roy C. Nelsen, district manager, 
Sterling Wheelbarrow Co. 

The Nonferrous Division focused its 
attention upon the “Fracture Test 
Report of the Brass and Bronze Com- 
mittee.” Speaking for the committee 
was Fred L. Riddell, plant metallurg- 
ist, H. Kramer & Co. Robert F. Dal- 
ton, project and development engi- 
neer, Hills-McCanna Co., presided. 


E. Greenlees, master mechanic, 
Kensington Steel Co., addressed the 


Maintenance Division on “Selection, 





Foundry Products Division, 


ST. LOUIS Chapter of the AFS was addressed in December by Warner Bishop, 
Archer-Daniels-Midland Co., 
to right are Mrs. Nancy Vigne and F. J. Boeneker, Bronze Alloys Co.; 


Operation and Maintenance of Mold- 


ing Machines.” Harold L. Rekart, 
plant engineer, National Malleable 


& Steel Castings Co., was chairman. 

Next chapter meeting on Feb. 1, 
will feature William S. Pellini, head, 
metal processing branch, metallurgy 
division, Naval Research Laboratory, 
Washington, who will speak on 
“Feeding Range of Risers.’ This will 
also be National AFS _ Directors’ 
Night.—Erle F. Ross 


Boston Non-Ferrous 


MEMBERS of the Boston Chapter 
of the Non-Ferrous Founders’ 
Society gathered at the Engineers 
Club, Boston, on Nov. 19 to hear a 
talk by Stafford W. Chappell Jr., 
foundry superintendent, Electric Boat 
Division, General Dynamics Corp., 





aan 


Left 
Mr. 


Cleveland. 


Bishop; and Webb L. Kammerer, Midvale Mining & Mfg. Co., chapter chairman 
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yroton, Conn. Mr. Chappell outline: 
recommended procedures for handlins 
special alloys and pointed out som: 
of the pitfalls that beset the foundry 
man. Mr. Chappell also touched o1. 
the founding of “G’” metal an 
stressed in particular the limitation 
of this alloy when specified for pres 
sure work containing abnormal] 
thick sections. Where customer pe! 
mission can be obtained, the replac« 
ment of up to 3 per cent tin witl 
nickel was recommended as a means 
of tightening up heavy sections in 
this alloy. 

Officers for the group to serve dur- 
ing 1954 were elected. Frederic B. 
Duncan, William Duncan Co., chair- 
man; Robert B. Bonner Jr., Bonner 
Co., Cambridge, Mass., vice chairman 
and Arthur J. Tweedie, William Dun 
can Co., secretary-treasurer.—John V 
McCarthy, North American Smelting 
Co. 


Rochester 


ISCUSSION of ‘Patterns for Shell 
Molding” held the attention of 
members of Rochester Chapter of the 
AFS at the Dec. 1 meeting held at 
Hotel Seneca, Rochester, N. Y. Roy 
Olson, Production Pattern & Foundry 
Co., Chicopee, Mass., was the speaker. 
Shell molding as a new molding 
method requires proper pattern equip- 
ment and necessary knowledge to 
use the patterns. In producing shell 
molds, the pattern plates are heated 
up to 500° F. It has been found that 
iron patterns provide greater 
meability and more resistance to 
wear and heating. Practice indicates 
that for small runs of 5000 per year, 
aluminum patterns are satisfactory. 
Mr. Olson pointed out that pat- 
terns for shell molding should be 
made to the same shrinkage scale as 
patterns made for other types of pro- 
duction. It has been found that holes 
for bolts, etc., %-in. or larger, can 
be made in shell molds without draft 
allowance._-H. G. Stellwagen, Het>- 
ler Foundries Inc. 


per- 


Saginaw Valley 


A PANEL discussion on safety, hy- 

giene and air pollution was fea- 
tured by the Saginaw Valley Chapte! 
of the AFS at its Dec. 3 meeting al 
Frankenmuth, Mich. Members of the 
panel were William N. Davis, direc- 
tor, safety, hygiene and air pollutio! 
program of AFS; Herbert T. Wal 
worth, director of industrial hygien¢ 
Lumbermen’s Mutual Casualty Co 
and John Kane, manager, Dust Con- 
trol Division, American Air Filter (o 
They were introduced by Woodrow 
W. Holden, Eaton Mfg. Co., vic 

(Concluded on page 218) 
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in making a casting specify PENOLYN CORE OIL 


for assured high efficiency 


Penolyn Core Oil offers all of these important 
features for full efficiency 

FOR MAXIMUM FOUNDRY EFFICIENCY—always be sure to spec- 
@ Uniformity @ Clean working ify PENOLYN CoRE OIL. There’s a grade of Penolyn to meet the 
most exacting requirements of every Foundry and Core Room 


@ Concentrated form @ Wide temperature range Preatice. 

@ No obnoxious odor @ Polymerized formulation FOR EXPERT TECHNICAL ASSISTANCE — always be sure to call 
the Penola Office nearest to you for any technical data or assis- 

® No seepage @ Minimum gas tance regarding your casting operations. 

®@ No crusting or green mix @ Ample collapsibility 

PENOLA OIL COMPANY - NEW YORK .- DETROIT - CHICAGO a n O a 
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UP production in 
‘blast cleaning room 
‘with “Certified” Abrasives. 
“Certified” Samson Shot 
and Angular Grit are first 
choice in hundreds of foun- 
dries... give better, longer 
performance because 
they’re made extra-tough 
by a special automatically 
controlled hardening pro- 
cess. Specify “Certified” 
and start cleaning more 
castings per day. 























STEEL SHOT AND GRIT CO., Boston, Mass. 





(Concluded from page 216) 
chairman of the chapter. 

Mr. Davis reviewed what the AF 
committees have done, their prese 
projects and those planned for tl 
future. He stressed the point thi 
every foundryman as an_ individu: 
must assume more responsibility f 
accident prevention and health pro 
lems. 

Mr. Walworth described the foun 
ry as a changing mechanism whi 
creates health problems, and hs 
pointed out various materials an 
operations that are hazardous t 
health unless special precautions are 
taken. 

Mr. Kane discussed the air pollu 
tion problem that confronts many, 
foundries. His remarks pertained t 
the emission of dust and fumes t 
the outside atmosphere and cautions 
that visibility is not always a goo 
measure of the problem.—Roy S 
Dahmer, Eaton Mfg. Co. 


Central Michigan 


o* Feb. 17, Central Michiga 

Chapter of the AF'S has arranged 
to show the movie, ‘‘“Mechanization o! 
Coremaking,” produced by Beardsley 
& Piper Division of Pettibone Mull 
ken Corp., Chicago. 

R. T. Lewis, Keen Foundry, will 
talk on ‘‘Are Your Costs Reliable?” 
at the Mar. 17 meeting. On Apr. 21 
Harry W. Dietert, Harry W. Dietert 
Co., Detroit, will describe the newly 
developed “D” molding process, and 
on May 19 the Chapter will have as 


its speaker, Ben Taylor, B. F. Good- | 


rich Co., whose talk is entitled ‘To- 
day’s Challenge in Human Relations 

Bob Dodge, Archer-Daniels-Midland 
Co. 


Wisconsin 


"eit Christmas party of Wis 
consin Chapter of the AFS was 
held at Hotel Schroeder, Milwaukee 
Dec. 11, with 500 persons present 
Committee in charge of arrange 
ments was headed by L. G. Osborne 
Lakeside Malleable Castings Co., Ra- 
cine, with L. C. Wieland, Mid-City 
Foundry Co., Milwaukee, co-chair- 
man, Committee members were: Mar- 
vin A. Knoller, Electro Refractories 
& Alloy Corp., Milwaukee; L. J 
Gratz, G & O Pattern Works, Mil- 
waukee; A. Janes Jr., Standard 
Foundry Co., Racine; D. C. Zueg 
Sivyer Steel Casting Co., Milwauke: 
H. O. Boehm, Allis-Chalmers Mfg 
Co., West Allis, Wis.; J. A. Schu- 
mann, Carpenter Bros., Milwaukes 
Harold Ziebell, Crucible Steel Casting 
Co., Milwaukee; and R. J. Vande! 
Heuvel, Milwaukee Chaplet & Mfg 
Co., Milwaukee.—John E. Hubel 
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With Reichhold’s two-stage, thermosetting, 
powdered phenolic resin — FounprEz 7500 
— you'll speed up your shell mold curing 
cycle because this remarkable resin is formu- 


lated to cure at high temperatures. 


When you produce shell molds with FounpREz 


_ For faster shell molding 7900, you get castings which are smoother- 


surfaced, and have closer tolerances. You have 
» at lowest cost,try RCI 


fewer finishing operations and rejects . . . use 


FOUNDREZ 7500 less resin and sand. 


If you produce precision castings in big stand- 
| ardized runs, you can mechanize your produc- 
tion completely with this simple process. RCI 
engineers stand ready to guide you. For full 


details, write for Technical Bulletin F-3. 





REICHHOLD CHEMICALS, INC. S25 NORTH BROADWAY, WHITE PLAINS, N.Y. 





Creative Chemistry... 


Synthetic Resins 








Your Partner 


Chemical Colors 


Phenol 


in Progress 







Glycerine 
Phthalic Anhydride 


Maleic Anhydride 






Sodium Sulfate 







Sodium Sulfite 
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A MIXTURE OF FOUNDREZ 7500 
and sand is poured into a dump box, 


to which hot pattern will be attached. 
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Vent rods are held in place in 
close-fitting holes in corebox, 
removed before box is opened 


In some cases the air escapes 
through thin openings that are 
filed in face of half corebox 


Core Blowing Equipment and Use (Ill) 


A CCORDING to one authority on 

core blowing, there is no standard 
ratio of blowhole cross section to 
cross section of vents in the corebox 
used on a coreblowing machine. A 
core with high green sand strength 
needs more vents than an oil sand 
core. Under certain conditions oil 
sand cores are blown without vents. 
As a general rule too many vents will 
do no harm 

Size and location of 
have to be determined from the size 


blow holes 
and shape of the core to be blown. 
The great majority of cores blown 
in American foundries are blown with 
After a corebox has been 
packed, any 


one shot. 
filled with 
further blows will not improve sand 


sand and 


distribution or core hardness. 

A cylindrical core 1%, x 6 in. de- 
signed to be dried in an _ upright 
position should be blown from a sand 
mixture of sufficient green strength 
to prevent sagging. For example: 
100 Ib dry lake sand, 2 lb cereal, 
3 lb water, 1 Ib linseed oil, 142-lb kero- 
sene. Linseed oil and kerosene should 
be added last. Mulling time 5 minutes. 
Addition of 4-lb bentonite may be 
should the show a 


cores 


required 
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tendency to sag. 

Vented Areas—Actual open vented 
areas never should be less than the 
combined area of the blowholes, in 
the opinion of another authority. 
Wire mesh vents have an open area 
of approximately 35 per cent. Slotted 
vents have an open area of approxi- 
mately 10 to 15 per cent. There is 
no standard method of determining 
the diameter of the blowholes in 
relation to volume or surface area of 
the core. Blowhole diameter is de- 
termined by air pressure available, 
sand mixture to be used, size or 
weight of the core and the design 
of the corebox. Low air pressure and 
high strength require 
larger blowholes. If a two-part core- 
box is used and the sand is blown 
through the top half, large holes are 
required if the top half of the core- 
box is quite thick. It is difficult to 
the sand plug from small 
blowholes. The most commonly used 
blowholes vary from 3/16 to %% in. 

Cores always should be blown with 
\xtra shot or shots might 


green sand 


remove 


one shot. 
injure the corebox or cause excessive 
wear. After the corebox has been 
completely filled with sand, succes- 


sive blows will not improve the qua 
ity of the core. The following co: 
sand mixture would be suitable fc 
cores 134 x 6 in. dried on end: 7 
parts sharp sand, 30 parts bank sand 
1 to 2 per cent cereal by weight 
3 per cent water, by weight. Also a 
sufficient amount of suitable cor 
oil to insure the desired dry strength 
No wires are needed in a core that 
size. 

Air Reservoir Desirable—Comments 
of another man experienced in this 
subject follow. Core blowing ma- 
chines are served by an air line car- 
rying 100 psi, a %-in. line for the 
bench type machines and a 2 to 3 
in. line for the large machines. When 
several machines are connected to the 
same line, it is well to have an 
air reservoir at each machine to 
maintain pressure. 

Maintenance cost is moderate if 
the machines are given proper care. 
They should give good service for 
at least 15 to 20 years. Certain 
parts will have to be replaced peri- 
odically as with all foundry equip- 
ment. By far the most important 
factor is cleanliness. All parts in 
contact with the sand will receive a 
thin coating of core oil. This film 
oxidizes rapidly to a thin crust that 
is hard to remove. Unless the ma- 
chine is cleaned regularly the build- 
up of successive layers of oil and 
sand will cause trouble. 

Each machine’ operator should 
clean his machine at the end of his 
shift. Proper adjustment also is im- 

(Concluded on page 222). 
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The gap that is left by the 
core rod support at the bend 
may be filled by small core 
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(Concluded from page 220) 
portant. If the clearance between the 
top of the corebox and the blow 
plate is too large, proper sealing is 
not secured with the inevitable re- 
sult that air and sand leaks will cut 
the exposed parts rapidly. 

Although cast iron boxes are the 
most durable, their weight 
them difficult to handle. If the top 
of the box is attached to the machine 
and the lower half is rolled over in 
a cradle, the weight is not a factor. 
Where the box must be lifted by the 
operator—and this applies to more 
than 90 per cent of the cases—an 
aluminum box is most desirable. To 
increase the life, steel stripping may 
be used at the parting. Steel in- 
serts or sleeves should be used in the 
sand entrance holes. Replaceable steel 
wear plates may be placed in the 
bottom of the box directly below the 
sand entrance holes where the wear 
is most severe. In this way the life 
of an aluminum corebox may be ex- 
tended to 200,000 or more blows. 

Arrangement of sand entrance holes 
is very important. No hard and fast 
rules can be laid down, but in general 
it is good practice to place the sand 
entrance holes over the deepest part 
of the corebox, also over any sections 
which are more or less isolated from 
the main part. Sand in a blow box 


makes 


GANGWAY! 


5 FOUNDRY CO. 


SAVE 
SCRAP 








does not travel readily around cor- 
ners. However, in some cases it is 
impractical to put a sand entrance 
hole in certain remote parts of the 
box. This will result in a soft spot 
in the core. Usually the difficulty 
may be eliminated by placing one or 
two vents in the affected area. Since 
the sand enters the box in a stream 
of air, the tendency is to follow the 
air stream as it escapes through the 
vents. 

Limits of Core Size—-Volume of 
sand in the blowhead limits the size 
of the core that can be blown on any 
machine. Depending on the num- 
ber and arrangement of blowholes, 
a maximum of approximately half 
the sand in the head can be dis- 
charged in a single blow. If the 
box does not fill completely in one 
blow, additional blowholes usually will 
solve the problem. Holes less than 
3g-in. in diameter become plugged 
rather easily. Holes more than 1-in. 
in diameter produce excessive wear 
on the bottom of the corebox di- 
rectly beneath, especially if the box 
is shallow. For a core weighing about 
5 lb, four 1%4-in. blowholes will serve. 
Size and number are increased for 
larger and heavier cores. Volume of 
sand driven through a blowhole is 
proportional to the square of the di- 
ameter. 


By J. A. PATTERSON 


‘‘Now that you mention it, it does look like Old Horse Teeth at that.’ 





Two types of vents are in gener i] 
use—the slotted vent and the screen 
vent. Screen vents pass three or 
four times as much air as slott:d 
vents of the same outside diameter, 
but they have a tendency to bow / 
down and leave a slight lump on t 1 
core. The slotted vent holds its 
shape better and lasts longer but 
is more difficult to keep clean. Go.d 
practice suggests the use of the scre.n 
vent on print sections of the co1 

also in those sections where max.-? 
mum venting is needed and a min 

mum of space is available for th 
vents. Slotted vents are used on 
sections of the core which form th 
finished casting. A total vent area of 
6 to 1 to blowhole area is the usual 
ratio for the slotted vent, and about} 
2 to 1 for the screen vent. Increasing 
the ratio does no harm, but dropping | 
considerably below it will result a 
soft cores. 


for 





> 


Reinforcing rods or wires may be 
placed on small pillars with a Il- 
shaped notch at the top, or they 
may be supported by a few pinches of 
core sand placed at strategic points 
in the bottom of the corebox. In 
some instances the design of the box 
permits rods to be supported in the 
core prints. A long blown core may 
be vented by inserting a smooth steel 
rod through a closely fitting sleeve 
in the wall of the corebox, blowing the 
core and then removing the rod be- 
fore the corebox is opened to remove 
the core. If mecessary, reinforcing 
rods may be placed in the corebox 
somewhat in the same manner, They 
do not project through the side or 
end walls of the corebox. The meth- 
od of course is not confined to long 
cores. y 

When the vent rod must be placed 
directly below one or more blow- 
holes, the position must be varied j 
each day by twisting it, or inserting 
it to different lengths. In this way 
the wear on the rod occasioned b) ( 
the blow stream will be distributed 
over a larger area and the life of the 
rod prolonged. } 


(To be concluded next month) 


Sets Up Foreign Outlet 


Towmotor Corp., Cleveland, manu- 
facturer of fork lift trucks and in- 
dustrial tractors, has contracted with 
Brodene Vestergaard of Copenhagen, 
Denmark, for production and distri- 
bution facilities of Towmotor prod: 
ucts in the Scandinavian countries 
and continental Europe. The move 
makes modern materials handling 
equipment readily available to Euro 
pean industry by removing a dolla 
exchange difficulty. 
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COSMET «2 «ss. CF eird ven an 1/8” or 1/4” 
| 40,000 R.P.M. THIS TOOL WILL | 
placed Equipment (Standard) 
blow- PAY OFF FAST 8 ft. hose and air strainer. Push 
varied POWE RFU L! IN 1001 JOBS. er wrench. 1/4” 
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serting ASK FOR BULLETIN 
is way : Equipment (Optional) 
NO. 42 \ 
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of the \: J Steel rear head. (right angle) 
1/4” inlet. 
th) Handy Tool post holder (extra cost). 












Rugged - Steel 





tlet 


manu- 
ind in- 
ed with 
nhagen, 
distri- 


= 
XO} K0); mKele)F 
























r prod: 
yuntrieg 
2 move 
andling 
9 Euro 
x dolls 





FOUNDR' ebruary 1954 


New EQUIPMENT . 








Enameled Steel Roofing: ‘roie- 
do Porcelain Enamel Products Co 
Wal- 
Enameled steel roofing 


subsidiary of Bettinger Corp., 
tham, Mass. 
and siding material is made from a 
corrugated steel base to which a por- 
celain enamel has been fused at 
1550°F. It is said to offer complete 
protection against fire, corrosive 
gases, moisture, steam, smoke and 
salt air and to reduce roofing and 
siding costs. Sold in 100-sq-ft sheet 
squares, it is available in 18 to 24 
gage steels. During installation, all 
holes to receive nails or bolts are 
drilled on the job with a_ portable 
high-speed drill. Various fasteners 
are available to suit any particular 
design, location or condition. 

For More Details Circle No. 1—Page 227 


Sand Pipeline System: Gerwin 
Industries Inc., 214 Spring St., Michi- 
gan City, Ind.—Pneumatic pipeline 
system for distribution of molding 





and core sands has three main com- 
ponents—transporter, pipeline and 
transfer switches. Capacity of the 
system is determined by the trans- 
porter, which is available in 744, 15 
and 30-cu-ft sizes. One man at a 
central operating panel has pushbut- 
ton control of the entire system and 
can deliver sand precisely as it is 
needed. Setup of standardized com- 
ponents can be expanded or changed. 
For More Details Circle No. 2—Page 227 


X-Ray Film: KE. I. Dupont de 
Nemours & Co., Wilmington, Del.- 
Fine grain industrial x-ray film can 
be used at low voltage (10-20 peak- 
kilovolts) to examine low capacity 
materials such as magnesium and alu- 
minum, With million-volt x-ray it can 
be used to examine steel up to 3 in. 
thick. The fine grain emulsion per- 
mits detection of tiny flaws. Because 
the film is made for radiography ap- 
plication to which minute detail is 
more important than speed, the new 
film is only approximately one-third 
as fast as the firm’s usual industrial 
x-ray film. Designed for use without 
calcium-tungstate intensifying 
screens, it is available in all stand- 
ard sizes as noninterleaved film. 

For More Details Circle No. 3—Page 227 


4 e 
Ignitron Tubes: General Electric 
Co., Electronics Park, Syracuse, N. Y. 
‘Three new types of ignitron tubes 
YI g 






for welding control incorporate a ten.- fir 
perature regulating feature design d wm 
to effect cooling water savings aii pe 
to protect tubes, welding transform: hi 
and electrodes against overloadin /* tp 
and overheating. They are basicall sti 
standard mercury pool, stainless ste¢ to 
jacketed ignitrons, with the additio: J th 
of the temperature control device on 
Two snap-acting switches mounted on tio 
a constant length reference strip are * 
main components of the temperature } fae 
control unit. One switch operates a 
solenoid valve in the water supply} 
line to maintain the proper amount ; 
cooling water required by operating | = 
conditions. The other, set to operate} 1! 
at a few degrees higher, cuts off 
power to the tube in the event ot 
overheating or overloading. 
For More Details Circle No. 4—Page 227 

Front-End Loader: = Dept. Kp 
3aker-Lull Corp., 314 West 90th St., 
Minneapolis—Front-end loader which - 


uses the same steering principle as a 
hook-and-ladder fire truck to turn 
sharp corners is 19 ft long, but has 
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an inside turning radius of 7 ft, 6 in. Pn lir 
Equipped with positive four-wheeclffice, 1 
drive and designed to eliminate needpear 

for a center differential in the transag ( 











fer case, the unit can be operated ef 
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, teni- ficently under extreme conditons of 
ignid mud, snow, sand and uneven ground 
5 ar | because of its high-flotation tires and 
Orme high under-clearance, according to 
adin * the manufacturer. Optional power 
sicall stecring on all four wheels also adds 
3 Ste to the operator’s critical control of 


ditio!. the machine. Operator safety and 


levice. good visibility are assured by loca- 
ted “tion of the seats at the rear of the 
ip are engine and above it. 
rature | For More Details Circle No. 5—Page 227 
utes a 
‘UPP'Y! Hardness Tester: c. Tennant 
unt of | ° . cae ope 
rating | Sons & Co., 100 Park Ave., New York 
perat | 17—-Multiple angle, semiportable met- 
tS oil 
ent an 
Lj 

KP 
th St 
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o turn 
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al hardness tester which does not use 
lamps was developed for testing 
parts and places inaccessible when 
lamps are employed and also is 
adaptable to use as a conventional 
eench-type tester. It is mounted on 
i slotted stand, base of which con- 
tains electromagnets to hold the 
init firmly to a surface table, lay- 
ut table or other ferrous base. Ob- 
ct to be tested should be held se- 
urely, either by its own weight or 
mechanically, so that it will not 
love in relation to the common fer- 
tous base. Unit is capable of both 
conventional and multiple angle test- 
ing. It employs a 136-degree pyra- 
midal diamond indentor and is ca- 
pable of giving accurate readings in 
the 16 to 800/1000 D.P.H. range— 
from softer than 0 to Rockwell B to 
1/69 Rockwell C, with comparative 
esults obtainable up to about 1500 
.P.H., or 75 Rockwell C. 
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Oil Seals: Johns - Manville, 22 
ast 40th St., New York 16—Lips of 
ded oil seals contact shaft in a 
in line around the shaft circumfer- 
ur-wheelPice, resulting in low rate of seal 
ate neecdfPtar, low frictional heat and less 
1e trans Pag (reduced torque). Although the 
‘ow lip bearing area reduces the 
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need for lubrication, the seal is said 
to receive a greater amount of lubri- 
cation in proportion to its surface 
than most other seals. Lip area and 
hinge area stay proportionately the 
same throughout the range of flange 
widths and shaft sizes, maintaining 
constant sealing characteristics re- 
gardless of seal size. Composition heel 
is designed for a press fit into the 
bearing cavity and conforms to ir- 
regularities. Lip and heel are of 
different compositions, but they are 
molded together concentrically into 
a single unit. 
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Heat Treating Unit: tpsen In- 
dustries Inc., 715 South Main St., 
Rockford, Ill.—Automatic heat treat- 
ing unit featuring controlled atmos- 


For More Details on these Items 
Use 
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phere and automatic handling also 
offers 100 per cent forced convection 
heating and long life radiant heating 
tubes, It operates automatically, from 
heat through cooling or oil quench, 
at temperatures up to 1850° F. At- 
mosphere’ control bright, 
scalefree work and eliminates need 


assures 








| Pap migiennite offers suggestions 
for mounting conveyor belt 
cleaning cylinder brushes which 
are driven by a power take-off ar- 
rangement from the conveyor belt 
itself. Designed for use with the 
firm’s conveyor belt cleaning 
brushes, this drive assembly plan 
eliminates the need for a separate 
power unit by tapping the con- 
veyor head pulley. Countershaft 
mounted across the conveyor Sup- 
ports is chain-driven at one end 
by the head pulley; other end is 





Suggests How To Mount Conveyor Belt Brushes 





chain drive to the 


connected by 
brush. Frame supporting brush is 
suspended from countershaft with 
the brush at the front and adjust- 
able counterweights in the rear. 
Moving counterweight controls 


brush pressure against 
belt. Brush 
changes in diameter of any four 


conveyor 
speed is varied by 
pulleys. The brush mounting plan 
Fuller Brush 
Co., Industrial Division, Hartford 
2, Conn. 
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was developed by 







































TAILORED 


to your 
Individual 
Specifications 


HARDY 
oundry Sands 


ardy Sands are tailored to your specifications. 

Now you may predetermine the kind of sand you 
need, for the Hardy Sand Company assures you a sand 
of consistent uniformity. Samples from each carload 
are tested at regular intervals to insure constant con- 
trol of product characteristics. As a further assurance, 
Hardy Sand Company’s foundry engineers are avail- 
able for consultation regarding the sand best suited 








for your requirements. 


The Hardy Sand Company produces natural bond- 
ed molding sand, washed silica sand, and bank sands, 
Submit your specifications and we shall be glad to 
send you samples. Write our home office today. 

REPRESENTATIVES 

CHICAGO - Goebig Mineral Supply Company. 

WISCONSIN - Carpenter Brothers, Inc., Milwaukee. 

CALIFORNIA - Grant & Company, Los Angeles. 

WESTERN CANADA- Shananan’s Ltd., Vancouver, B. C. 


All other states handled direct from Evansville, Indiana 





Producing controlled foundry 
sands for almost fifty years. 


HARDY 


SAND COMPANY 


POST OFFICE BOX 476 EVANSVILLE 3, INDIANA 
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for pickling or blasting operation: 
before painting or plating. Far 
mounted in the roof of the furnac: 
forces endothermic atmospher 
around the baffles, past the radian 
tubes and up through the floor an 
the work. A _ 300-lb-per-hr mode 
(shown here) and a 400 lb per h 
model are available. 
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Cover Goggles: American Indus 
trial Safety Equipment Co., 330¢ 
Lakeside Ave., Cleveland 14—Cover 
goggle is designed specifically to fit 
over modern large-frame prescription 
glasses. Ventilation is improved and , 
area of vision increased 22 per cent, 
yet weight has been kept down by 
use of light, strong plastics. Goggles 





use standard 50-mm round lenses and 
have aluminum rims and side shields. ‘he: 
Model for welders has baffled side con 
shields to eliminate light and glare lure 
and is furnished with glare filter 8-pz 
lenses to federal specifications. Chip-  furr 
pers’ and grinders’ goggles have per- and 
forated side shields to provide in- are 
creased ventilation and are furnished) pric 
with clear lenses. 
For More Details Circle No. 10—Page 227 74, 
° er 7 Al 
Liquid Adhesive: cycieweld Prot 9... 
ucts Division, Chrysler Corp., Tren- 
ton, Mich. - Industrial adhesive is 


rop 









said to be sensitive enough that fin- it 
gertip pressure joins materials to- has, 
gether so effectively that a force lata 
10,000 psi would be required to pull by-st 
apart any two metals it had joined). 
It is reported to fasten permanently} oun 
rubber, metals, wood, plastics, ceram- 
ics or fibers in any combination. Thep7§ 
adhesive resists attack by salts, al- Sta 
kalies, acids, moisture or solvents. Speci 
For More Details Circle No. 11—Page 227 bade 
Vacuum Cleaner: Americal aa 7 
Cleaning Equipment Corp., 2029 
South Halsted St., Chicago 8—Indusf 
trial vacuum cleaner is said to pickR © 
up dirt, chips, liquids and cutting oils 
fast because of an air handling feat" 
(Continued on page 229) ‘ 
or a 
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AVAILABLE FOR THE ASKING—This 
signed to provide foundrymen with 
Listings are selected from company product lit- 


material. 


“ #2 OR FOUNDRYMEN 


reader-service is de- 
“idea” and reference 


erature and reprints of special FOUNDRY editorial articles. 


71. Desulphurizing Metal 
Allied Chemical & Dye Corp., Sol- 


vay Process Div.—Advantages that 


can be obtained through addition of 


Solvay dense soda ash to molten 
metal are summarized in 12-page il- 
lustrated booklet. Methods of appli- 


cation are given. 


72. Engineering Cast Irons 


International Nickel Co.—‘“Guide to 
the Selection of Engineering Irons” 


is an illustrated 28-page bulletin 
(A-69) that presents the character- 
istics of nickel cast irons. Twenty- 


seven tables, charts and photomicro- 
graphs are included and physical and 
mechanical properties are given. 


73. Thermocouples 

L. H. Marshall Co.—Enclosed-tip 
thermocouples for measurement and 
‘ontrol of molten metal tempera- 
tures are described and illustrated in 
8-page bulletin. Data on ladle and 
furnace type for use with stationary 


ind portable units are covered, as 
are replacement units, parts and 
prices. 

74, Crane Selection 

American Steel Dredge Co., Wayne 
‘rane Div.—Handbook of data for 


roper selection of crane excavators 


summarizes all the factors to be 


msidered in making such a 


pur 


hase, giving tabular comparativ 
ita on different models. Ten step- 
y-step checking points are covered, 
from control systems to wheel 


lountings. 


75. Grinders & Polishers 


Standard Electrical Tool Co 


Specifications, descriptive data and 


technical information on extensive 


ne of grinders, polisher buffers, 
lathes and abrasive belt machinery 
kre found in 44-page illustrated cat- 
klog No. 44 (fourth edition) Also 


———— Additional Information? 


For additional information on 


any of the 
[Equipment and Supplies,” “Trade Publications” or “Helpful Literature’ in 
FOUND his issue—simply circle corresponding item numbers on one of these cards 


back stand idlers, 
dust 


curvature 


included are ex- 


haust blowers, collectors, suc- 


+ 


tion fans, generators, 17 


types of grinders and speed lathes 


76. Pressure Cast Aluminum 
Match Plate Co 
production pattern 


Alumi- 


+ 


equipment 


Accurate 
num 
now produced by pressure casting in 


plaster molds including coreboxes; 


patterns, cope and drag 


plates 


shown in 20-page illustrated book- 


let. Process and equipment used in 
t are explained in some detail, and 
cost estimating basis is given 


77. Carbon & Graphite Brick 
National 
lustrated catalog section S-6210 cov- 


Carbon Co.—8-page _ il- 


ers carbon and graphite brick for 


handling corrosive chemicals and 


molten metals. Standard shape and 


size range available is listed and il- 


data 
this 


lustrated, and are 


given on the 
properties of nonwetting mate- 


rial. 


78. Sprue Cutter 
Chaplet 
the 


covered in 


& Mfg. Co 


Tessmer sprus 


Milwaukee 


Three models of 


cutter are t-page 


trated catalog Units operate wth 


1 one-stroke shearing action, are 


fitted with punch-press type clutch 


und foot tripping. Three and five 
horsepower units have built-in Syn- 
crogear motor or cutter is avail 


able for powering by belt from line 


shaft or other source 


79. Refractory Concretes 
Co 


Ironton F Brick Properties 


, $ sa dal 
and uce data on seven Castable re- 


three Insulate 


ractory concretes and 


nsulating refractory concretes are 
1 


i-page illust 


el in 


letin 104 Line makes 


t easy to 
specify the right materia) for the 
iob Rules for successful installa- 


tion of Castables are given 





described under “New 


items 





80. Die Casting Machine which considers progressive and 


complete systems Seeti le. 
Cuyahoga Industries—-From 20,000 ymplete systems. Section I d 
scribes the Handy Sandy and Reddy 





to 40,000 lb pressures can be held in 


Sandy individual floor systems, whil 


the shot plunger of the Wedgelock 

precision die castine machine de- section II deals with complete sand 
elation aria well ilu tented in. & handling systems and component Zz 
nase tallies Motorized die height parts. Latter section highlights the 0 
1djustment can be made t 0.001-in Neway aerator, rotary plate feeders " 4 
Typical castin obs are shown and turntables. . 


b 


81. Foundry Products 87. Shell Molding Guide a 


: ; Durez Plastics & Chemicals, Inc W 
Foundry Rubber Inc. Various ae i ; 
»5-page booklet entitled “Dur n 
foundry product su as core con- : : iG 
Guide to Shell Molding” very com he 
I Y 2) { n ay ( ox. finish- ‘ , 
prehensively details the method, ma n 
€ nts, mola anda l¢ ressing ‘ : ; . < : 
Puig terials and equipment used in shell Fo 
ind fla . oofing <¢ ip nas art : , 
a i molding. It also deals with many) 
covered in data sheets assembled in 
‘ ; ie common problems encountered in 
plastic-bound catalog 100 Vetalled : 
shell molding and suggests possible c 
intormation 1S given on eacn proa s ‘ j 
‘ ; causes as well as solutions. Illustra- pi 
uct. A 3-in. laboratory cupola is mS : 
: ' ; tions of 10 different shell mold ma- pl. 
aiso among the equipment covered } 


chines are highlighted. 


82. Mixers 88. Core Baking Equipment 


Clearfield Machine Co. Muller : 
Girdler Corp., Thermex Div. 


“Electronic Core Baking Equipment 
) 
is subject of 8-page booklet T200 de- 


type mixers for conditioning foundry 


sand and other materials are cov- 


ered in detail in 40-page illustrated : a : ey 
; 5 scriptive of single self-contained 
italog No. 83. Operating principles ; _ : 
eG units which electronically bake 
ana pplications are aiscussec and : : 
os foundry sand cores automatically ) 


mixers from 21. to 9 ft in diamete: 4 rye : 
and continuously. Specifications are 


given on four ovens with capacities 


ranging from 850 lb to 6 tons per 
hour at 3 per cent moisture. 


Puy ly 1 ] « . c vol 
shown Bucket loader mixers and 


automatic controls are also included 
83. Pitch & Seacoal 
Penn-Rillton Co.—-Pitch and _ sea- 89. Air Hoist 


Aro Equipment Corp.—Amazing 





problems are covered in illustrated mm ae 
; performance of the Aro model 7700 has 


air hoist which weighs only 281% Ib, ) POF 

- ¢t 
yet lifts 1000-lb loads at 40 fpm 1s bot 
5313-TR. | hop 


ply 
‘ S - Incr 
sae ° ype wit standar< Et. 
84. Shell Moiding Resins epee ee Bee is s 


age 


folders. Known as Hygeia product 
they are designed to improve found- 


ry working conditions Literature . > 
described in 6-page folder 


Hoist is roller chain, rotary van 


shows independent test results. 


Allied Chemical & Dye Corp., Bar- 90. Abrasive Cleaning 


rett Div.—‘“Phenolic Resins for the Wikcsiaheet & E ) box 
‘ha) American i1eelabrator & Equip- 

Shell Molding Process” is title and rm : giyae . be 3 
} t ) ; ment Corp The diversity of appli- 

subject ol 2U page lustrated book- ‘i 3 also 

) cations that are being handled by) ost 

let. Process is described, its advan- ? of ¢ 

t Wheelabrator abrasive cleaning cal F 

tages given and other information = ee led tron 
, inets is effectively revealed in <5 

outlined on pattern equipment, d 1 I } ] Fro! 
; yage profusely illustrated catalo; 

mensional acct y, Wetting and — ; aie back 
5 72 Cleaning methods relative to 

parting agents, metals, applications, Se ites, E , : } pern 
a automotive, aviation an railroad 

mecnan tion and chnical service ; - adju 

parts; pipe, tubing and rolls; steel wns 

H ° strip and sheet; steel drums; sani- | 
85. Handling Castings : size. 
tary ware; shovels; asphalt tile; soil } trav 


Frank G. Hough 0 The HA | . } 
pipe; weldments; munitions; anc | ¢,, qm, 


Payloade: a single init tractor “ape : 4 
, general castings are shown and 4a 
shovel which makes po ble the han — 
SCY er 
dling of castings as bulk material ) D 
rather than Ate sweat . te : . ° State 
ler than as individual un't: 91. Grinding Wheels 
lescribed and illustrat : v7 nois 
lescribed and iliustrat 7 S-page . , . S 
, : , i Chicago Wheel & Mfg. £0. JO- ir 
booklet “Specis -reviev Tines on ; F ess 
~— Special Preview Pines o1 page plastic bound and _ illustrated} 
hasicet nernit castines to he wick iam 
uckelt permit castings to be picked catalog F-2600 contains completep, 
up without shoveling up sand as well sure 
i © ‘ specifications and prices on exten- rind 
stin¢ 


ive line of vitrified and resinoid bond 


86. Foundry Mechanization grinding wheels and mounted wheels 


tippe 


featu 


Newaygo Engineering Co Chart of grinding wheel markings near 
“Planned Mechanization for Found- table of speeds and other technical ab] 
ries” is title of 16-page brochure data are included. 
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and ure that produces unusual power for 
[ de- 1 vacuum of its power rating. Water . . 
Reddy an be picked up at the rate of 40 ae poet 
whilk gpm. Because the lid fits any 55-gal Radius Chills et patented Adjustable 
sand rum, shifts can be made from one Radius Chills. Note how the Adjust- 
nent } drum to another in a matter of sec- able Radius Chills conform to the com- 
‘s the onds, The tank is equipped with a pound corner curves. 
ede} dump valve for easy emptying. Dolly 
is equipped with large neoprene rub- 
ber casters that provide easy rolling, 
and it has a spring action handle 
Inc which stays close to the tank when 
Dur not in use, but extends to the proper 
con height for pulling. Motor unit is re- 
1 ma movable. 
she] For More Details Circle No. 12—Page 227 
man 
od ir Work Hopper: Union Metal Mfg. 
yssible Co., Canton, O.—Gravity-fed hop- 
ustra-/ per provides mass material sup- ; 
i ma ply at work level position. Hopper 
) 
t 
Div. 
ment 
00 de- 
tained 
bake 


tically ) 
nS are 
acities 


1S per 


nazing 


1 7700 





has a capacity of 47.2 cu ft and is 
portable. If one of the firm’s drop 
bottom boxes is stored under the 
hopper, total vertical material sup- 
ply volume at the work station is 
increased to 67.4 cu ft. Equipment 
is said to eliminate in-process stor- 
age and rehandling and to release 


) boxes for other work. Hopper can 


mplet 





be moved by fork lift truck, which 
also can be used to dump contents 
of drop bottom box into the hopper 
from any one of eight directions. 
Front legs of the hopper are set 
tack under the work level tray to 
permit closer work positioning. An 
adjustable, vertical control gate gov- 
erns material flow according to piece 
size. To speed job finish-off, the 


' tray end is removable. 
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Diamond Dressing Tool: unitea 
States Diamond Wheel Co., 835 IIli- 
nois <Ave., Aurora, I1l.—Diamond 
lressing tool is said to cut cost of 
liamond wheel operation and to as- 
sure long carbide tool life between 
grinds. The device is a hand hone 
upped with diamond concentrate and 
featuring a hollowed out finger rest 
hear the end of the hone. It is avail- 
able in single or double end styles 
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RADIUS 
CHILLS 


Straight Section or Adjustable 


Milwaukee straight section Radius 
Chills have been used to considerable 
advantage on straight fillets and 
edges in many leading steel foundries. 
The new patented Adjustable Radius 
Chills, with equally spaced slots so 
that sections may be cut off in one 
inch segments, fulfill the need where 
chills are necessary along the fillets 
of cylindrical, round, or irregularly 
shaped castings. These Adjustable 
Chills have effected substantial sav- 
ings in welding and cleaning costs. 


WRITE FOR SAMPLES AND PRICES 


























Milwaukee Chaplet & Mfg. Co. 


1025 SOUTH 40th STREET * MILWAUKEE 4, WISCONSIN 
( 
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and in all required diamond grit 
sizes. The finger rest is reported to 
enable user to hold the hone firmly 
in his hand and do accurately con- 
trolled tool dressing without remov- 
ing tool from the machine. 
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Variable Speed Drive: Reeves 
Pulley Co., Columbus, Ind.—Variable 
speed disk assembly makes possibl 
new low speeds for the company’s 
variable speed drive. These low speeds 
make the drive especially adaptable 
for driving at recommended speeds to 


Want core plates ~ 
that SAVE MONEY? 





You get real long term economy with 
Transite* Core Plates. Their initial 
cost is low...and their maintenance 
cost negligible. Transite Core Plates 
are tough and _ corrosion-resistant. 
They are made from an asbestos and 
cement composition by a_ special 
Johns-Manville process. They resist 
shock and corrosion ... will not crack 
or break easily. 

Here are other important reasons 
for using Transite Core Plates: 

THEY SPEED PRODUCTION— 

Transite Core Plates are easily han- 
dled. They're simple to clean, too, 








... then use TRANSITE CORE PLATES 
for easy handling, low maintenance, long life! 


Made of Asbestos 


Johns-Manville TRANSITE CORE _ 








practically any gear reducer, either 
worm or helical. Because of its lower 


speeds, this unit also is more adapt- 
able to many more applications with- 


















since core wash, sand, etc. do not ad- 
here to them as readily as to other 
core plate materials. 

THEY MAINTAIN ACCURACY— 
Foundrymen who have used Transite 
Core Plates for years report minimum 
warpage. 

For cores of large mass and small 
surface area, perforated Transite Core 
Plates are also available to eliminate 
green cores and reduce baking time. 
For full details, write sated 
Johns-Manville, Box vi 

60, New York 16, JM 
New York. ehoovcre 
*Reg. U. S. Pat. Off. 

















out a reducer. Latest model of | + 
drive can be mounted in almost «1 
position around the driven equipm: }t 
can drive in any direction and can 
liver any desired speed within a 








tio of 6:1. The driven shaft can » ‘ 
located anywhere around the mc »y } 
shaft, and the speed control hi: 

wheel can be located parallel to oy ’ 


in any of eight positions perpend 
lar to the motor shaft. Belts of 
different lengths offer a wide ch 
of shaft center distances, Units p: 
ently are available in %, *% and 
hp capacities. 
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Silencers: Burgess-Manning | 
Libertyville, I1l.—Two series of sil 
cers for quieting the noise produ 
by air compressors, blowers, vacuti i } 
pumps and other machines expelliig 
high-velocity air to atmosphere a} 
designed for operation under mi 


ture-free air conditions at tempe: 
tures up to 200°F. Both series 
absorption type silencers employing 
straight-through, perforated tubes\ 
surrounded by a deep layer of sou 
absorbing material. Restriction to air} 
flow is said to be at a minimu 
Special sound absorbing materia 

can be used for operation at temper- y 


atures considerably higher than 200) 
F. One series is available in pipe sizes 
up to 6 in., the other in sizes larg 
than 6 in. 
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e 
Radiant Heater: Cleveland Pr. 
ess Co., 1965 East 57th St., Cleveland 
radiant 


3—Electric heater said t 









emit rays in the far-infrared field i 
corporates a_ single heating uni 
which consists of a fused quartz tub 
18 in. long, in which is encased 
heavy-duty nickel alloy heating el 
ment. Each element is complete! 
sealed and supported for its enti 
length and has an individual stainles 
(Continued on page 232) 
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} applies to molding machines, too! 





— machine with badly worn parts is a millstone tied to pro- 
duction. In the interests of good foundry housekeeping—to protect 
investment and insure efficiency—wow is the time to check over those 
Tabor machines with long production records in back of them. 


Use Tabor’s 3-point rebuilding program to save yourself a lot of money 
and to stop bad work dead in its tracks: 


1. Write, wire or phone for a Tabor representative to make a 
scheduled call at your foundry. 


2. Then make a joint inspection of your Tabor equipment. This is 
bound to work to your benefit, even if machines are in tip- 
top shape. 

3. Plan corrective steps. Parts needed for any minor repairs can 
be ordered on the spot. Or the equipment can be brought into 
Tabor’s plant—then rebuilt for many more years of unfailing 
duty. Or, where economics justify, new-machine replacements 
can be made from Tabor stock. 

While checking, don’t overlook the tremendous trifles—vibrators, air 
line lubricators and filters—and those leaky valves that cost so much 
in wasted air. 


Let’s team up now to give you fu!’-st value for your upkeep dollar. 


The QUNIOY Manufacturing Co 


SINCE 1884 MANUFACTURERS OF FOUNDRY MOLDING MACHINES 
6225 TACONY STREET @ PHILADELPHIA 35, PENNA 
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(Continued from page 230) 


steel reflector. Radiant heater pane 
= and assemblies are made up fro: 
multiples of these units. Capaciti 


of individual units range from li | 
to 1000 w per linear foot. 
For More Details Circle No. 17—Page 227 


Magnetic Sweeper: Homer Mf 
Co., Dept. 156, Lima, O.—Magnet c 
road sweeper employs Alnico perm: - 





| 


nent magnets to pick up nails, enn 
and other ferrous metal pieces from) 
locations where tramp metal presents 
a hazard. Self-contained, they require 
no electric power source, cost noth-| 
ing to operate, and can be used <satfe- 
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The 24x3x 12° Electro” resinoid 
&rinding wheel in this Swing Frame 


Grinder is used to finisharmor steel ly in any atmospheric condition. Four 
castings at Riverside Foundry, Bet- if : , 

sizes are available, with effective 
sweep widths of 48, 60, 72 and 96 in. 
Each model is equipped with a built- 


RESIN & VITRIFIED in receptacle into which recovered 


metal is stored. All are furnished] 


with a trailer hitch easily attachable 
to towing vehicle. 


Nxt 
Jo tate 
Xv \\ MARK eq SS ; 


Ree) ee. 


\ SSS 
N 


tendorf, Iowa. 


Peep “seme MAMAS 
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Protective Sheeting: = Masic 
. ; Chemical Co., Dept. 4, 121 Crescent 
to serve you. One comes to your job-side. He offers a def- St. Brockton, |Mass.—Protectiv: 


Look at it this way. “Electro” technical experts are ready 





inite “Electro” Wheel Specification for the work you have 
to do. The practical test that follows proves his point. 


You better your grinding operation. We gain a customer. 








~ 


IF YOU ARE INTERESTED IN TRYING TO 
BETTER YOUR GRINDING OPERATION 


we invite you to write us, 
” make ” grinding wheel sheeting that combats abrasion an 
survey at your job-side. corrosion comes in two types—rein: 

e m “ forced and _ nonreinforced. Rein: 
there is no cost or obligation to you... forced type is composed of tw 
sheets of rubber permanently bonde: 


- to a central core of expanded stee 
It can stand on edge without buck 


Electro Refractories & Abrasives Corporation, 344 Delaware Ave., ling, be bent to fit corners withou 
Buffalo 2, N. Y. Plants: Buffalo, N. Y. and Cap-de-La-Madeleine, springing back or can be shaped t 
P. Q., Canada ® Regional Warehouse: 4814 Loma Vista Ave., Los fit almost any contour. Nonreif 
Angeles, Calif. © Grant S. Diamond, President. © Information on forced type is a single sheet of rub 
any of Electro products gladly sent on request: Grinding Wheels ber, more flexible than the other 
Crucibles @ Refractories @ Electrocarb Grain @ Briquets. Sheeting can be made to order i 
any thickness and to any leng 
up to 36 in. wide. Illustratioy 


Ekecto Rafaadlories & Sbrasives Cop shows a %-in. thick sheet inside ‘ 
. blast cleaner after 8 weeks of us 
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Tough aluminum-alloy 
helmet, ribbed to resist 
heavy impact. 

Sturdy window screen min- 
imizes pitting. 





Snap-in double plastic 
coated cape with muslin 
inner collar seals out dust. 


New air-control valve as- 
sures positive filtering and 
regulating of incoming air. 
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Other typical applications include its 
use as chute lining or breaker strips 
and on shaker screens. 
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Furnace Lining: Electro Refrac- 
tories & Abrasives Corp., 344 Dela- 
ware Ave., Buffalo 2—-Two-piece lin- 
ing for crucible melting furnaces is 
said to be easy to install and to 
maintain. It consists of two complete 
rings, each from 12 to 15 in. high, 
depending on the furnace diameter, 
and is shipped on a pallet, already 
assembled and ready to go into the 
furnace. 
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Molding Machine Clamp: 
Beardsley & Piper Division, Petti- 
bone Mulliken Corp., 2424 North 





Cicero Ave., Chicago 39—Time-sav- 


ing automatic pattern clamping de- 
vice now available on the company’s 
J & J jolt rollover and rollover-draw 
molding machines firmly air-clamps 
pattern to the table of the machine. 
Patterns can be changed without the 
need for loosening or tightening bolts 
or adjusting clamps.  Jolt-rollover- 
draw machines with capacities up to 
3000 lb and rollover-draw machine: 
with capacities up to 10,000 Ib are 
available with the new clamp. 
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Heat Recovery Unit: Therm-o- 
Wheel Inc., 1042 Twenty-Second St., 
Far Rockaway, N. Y.—Device which 
utilizes the counterflow principle of 
ventilation is reported to retain the 
major part of heat ordinarily lost 
through ventilation. By 
tallic wool in counterflowing air 


rotating me- 


streams, it permits almost complete 
transfer of temperatures between 
exhaust and fresh air. Exhaust air 
is blown through the upper half of 
the unit and out of the building, In 
passing through the metal wool, heat 
is extracted from the outgoing air. 








SMILLIE 
CORE BOX VENTS 


“A Specific Type for Every Core Box” 
Slotted 


X-TRA DEEP 
HEAD 


.156 
Wide Slots 


.014 
Wide or Narrow Slots 


“(4% 
71 yea 


Wide or Narrow Slots 


.014 .010 


INSERTING DRILL 


MOST ECONOMICAL METHOD 





—_ i 





\ for 
. INSERTING CORE VENTS 






@ CORRECT DEPTH 
@ UNIFORMITY OF HOLES 
@ FASTER INSERTION OF VENT 


VENT CLEANER 


FOR CLEANING SLOTS 
@ MADE OF TEMPERED STEEL 
@ EASY TO USE 


cCACT 


CN 


vo 

i 

& 

Vetatees eae Pei 
PARTS “b 
AGES.- 2 


C.M.SMILLIE & CO. 


1124 WEODWARD HGTS.. FERNDALE 20. MICH. 
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Fresh air is blown through the bot- impact and is available in two types 


ton half of the wheel at the same one for handling materials of from 
time. The wheel, in which the wool 300 to 450°F, the other for materials 
is affixed revolves slowly, and the from 450 to 600°F. Wire is spun to- 
heat previously transferred to the gether with asbestos fibers in the 


outer ply. This reinforcement, com- 
bined with a surface hardening treat- 
ment, gives great strength and resist- 
ance to impact damage as well as to 


metal wool is picked up by the in- 
coming air, which enters in the same 
volume as the air exhausted. 
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sharp cutting edges that tear and 

Heat-Resistant Belting: Impe- scrape belt surfaces, The core mate- 
rial Belting Co., 1750 South Kilbourn rial is heavy, tightly woven silver 
Ave., Chicago 23--New belting fea- duck with tensile strength of over 
tures special wire reinforcing for 750 lb per inch of width. Interlocked 


stitches prevent ply separation. The 


resistance to abrasion and 


maximum 


HIGH-SPEED 


STAND 
GRINDERS 




























>HIGH-SPEED PRODUCTION 
FOR THE FOUNDRY 


Three important reasons why FOX 

Grinders are designed as single- 

wheel machines: 

1. Speed changes can be made at the proper 
wheel diameter. 

2. Less space is required for each installation 


3. Proper operating room is pro- 
vided on either side of the wheel 


These Stand 
Grinders have 
been designed for 
use in foundries 
where high-speed pro- 
duction is required. Maximum 
clearance at the grinding 

face has been provided in both units 
to properly take care of the in- 
numerable casting shapes encount- 
ered throughout the foundry industry. 


Comes in 4 sizes: 20’’ light duty 24" light 
duty 24" heavy duty- 30” heavy duty. 


FOX GRINDERS, Inc. 


PITTSBURGH 22, PA. 


OLIVER BUILDING 





belts are said to be suited particula 
ly to carrying hot castings and shak 
out sand. 
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Dust Hood: General Scientit 
cquipment Co., 2700 West Huntin 
don St., Philadelphia 32—Dust ho: 
only 5 oz. Made of ligh 


weighs 





weight cloth, with a large window, it 
offers unrestricted vision in all di 
rections and can be worn with a res 
pirator. It protects eyes, head, fac 
and neck from irritating dusts. 
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Work Positioner: special Pro: 
ucts Division, Dept. B, Rodney Hunt 
Machine Co., Orange, Mass. 
positioner handles loads of 
5000 Ib. It consists of a motor-driven 
self-locking, screw-actuated column 
set in the floor beside a machine 01 
at an inspection bench, with a table 
top that can be made any 
sired. The unit can be installed as a 
Single unit or as a pair. Raising or 
lowering the table is’ controlled 
through individual pushbuttons, lo 
cated at any convenient place nea! 
the operator or inspector. The buttons 
motor which 
table through 
Automati 
overunning 


electric 
raises the 
gear drive. 
limit switches prevent 
Standard lifting or lowering speed is 
28 in. per minute. Maximum lift dis 
tance in the standard model is 36 in 
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Welding Rod: wail Colmonoy 
Corp., 19345 John R St., Detroit : 
Manganese-nickel steel welding rod 1s 
designed to produce weld metal with 
the same manganese content, work 
hardenability and wear resistance as 
cast 12 per cent manganese steel. I' 
is said to have excellent fusion, pene 
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ation and density characteristics 
iat minimize the effects of welding 
at on parent metal. Deposits have 
initial hardness slightly less than 
» 160-190 brinell of the parent man- 
ganese steel casting. In use, however, 
ce the austenitic manganese steels, 
weld deposit hardens under de- 
formation and impact to 450 brinell 
or higher. Strength and ductility of 
the weld deposit are claimed to ap- 
proach those of the parent metal 
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Electric Motors: Louis Allis Co. 
M.lwaukee 7-—New line of electric 
tors in open drip-proof, totally en- 
closed fan-cooled and explosion-proof 
enclosures is offered in ratings up to 
10 hp at 3600 rpm. Built to the new 


NEMA frame size standards, they 
feature modern styling, improved 


ventilation, greater protection, a new 
mnduit box arrangement, new bear- 
ing construction and 
nounting than old models. Utilizing 
power in a smaller unit has 
been accomplished by use of larger 
lamination diameters and _ longer 
stacking with shorter coil ends. Bet- 
ter application of aerodynamic prin- 
ciples has made ventilation more ef- 


more versatile 


more 


ficient. 
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Load Unit System: 


Market 


Forge Co., Everett 49, Mass.—Three 
parts comprise a load unit system 
that is said to move, load, stack and 





store products, to simplify inventory 
ind to insure that first part in is 
first out. First is an all-steel welded 
0x, on legs, that is designed for 


nultiple stacking. It is 18 x 27% x 
27%, in., weighs 70 lb and has rated 
acity of 2000 lb. Second 
a self-contained, all-steel load 
‘k built to hold five of the 
‘pendicularly. They are 30 in. x 
in. x 9 ft, 9 in. and weigh 140 
Third part is a small, electric fork 


@ 


compo- 
1ent is 


boxes 


or? | 


rruary 1954 


truck especially developed to meet 
the needs of small and medium-sized 
plants. Designed to handle loads up 
to 1 ton, it weighs 2600 Ib and 
x 551. in. exclusive of forks. 
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is 31 


Roller Conveyor: Rapids-Stand- 


ard Co., 342 Rapistan Bldg., Grand 
Rapids 2, Mich.—Line of roller con- 
veyors designed for permanent in- 
stallation where equipment must 


stand up under heavy or impact loads 


offers a choice of 154 new straight 


section models and 38 .curves. It is 





Another 
| CHROMALOX 
\ Production Tip 
i ete NN 





manufactured in 11 widths 


from 12 to $1 in. 


regular 
with 
seven roller spacings from 2% to 12 
Capacity is 250 lb per 


choice of 


in. on centers 


Core Drying Time Cut from 24 HOURS to 6 SECONDS! 





PROBLEM 


To speed up the drying of the dip-coat 
applied to cores for casting automotive 
parts. At least 24 hours drying time was 


[he foundry installed a compact far-infrared 
core drying oven made of eleven 3.6 kilowatt 
Electric 
Heaters. A 15-foot conveyor 


ADVANTAGES 


1—Drying time reduced from 24 hours to 


6 seconds! 2 


all-metal Chromalox Radiant 


belt, variable 





Existing core drying area 
including oven occupies only 200 square 
feet against 6000 square feet the old way. 
3—Core surfaces are smooth and bubble- 
free with rejects practically eliminated. 


ChIROMALOX \ 


Electiic Heat for Modern Found ries Ff 





needed under old method, and 6000 square 
feet of 
store the cores while they air dried 


valuable floor area was used to 


in speed from zero to 10 feet-per-minut 
moves cores through the oven at rate of 
600 to 800 per hour. Cores are thoroughly 


dry in 6 seconds and ready for assembly 


Want to know more about cutting 
costs with CHROMALOX heat? 


| EOWIN L. WIEGAND COMPANY 
j 7596 Thomas Blvd., Pittsburgh 8, Pa 
Send me more details on Chromalox Electric Heat for 


Core drying 
Comfort heating 


Shell molding 
Skin drying of molds 


City Zone 




















The sign, S-G, on alum- 
inum ingot means alum- 
inum of uniform quality 
made to meet the most 
rigid chemical and physical 
specifications. Whether it’s 
for permanent mold, sand 
or die casf you can be sure 
with S-G ingot. 


Our complete modern re- 
search and testing labor- 
atories are available to 
help you secure just the 
right ingot to meet your 
needs. 


MEMBER ALUMINUM RESEARCH 
Riverview at 2nd Street 





semi-automatic 


Grinell Testing 


Cut Testing Labor 50% 


You’ll only need half your present 
labor force with this new semi- 
automatic Brinell testing ma- 
chine. It spot grinds and makes 
test impressions automatically, 
depositing test pieces on the in- 
spectors table at a maximum 
rate of 400 per hour. 

This machine (model RCB) can 
be adapted for testing crank- 
shafts, gun barrels, or any shaft- 
like piece. It has a work opening 
of 30” and is_ hydraulically 
operated. 

Your inspection department can 
cut handling and labor costs, as 
has the production line, with 
semi-automatic machines. Write 
for more information today. 


DETROIT TESTING MACHINE COMPANY 


9382 Grinnell Avenue, Detroit 13, Michigan 


When You Think of 
AMuminum ugot 


THINK of 


AND 
BRASS BRONZE INGoy piso PRODUCED TO YOUR specie ca tiONS 


SOnNKEN-GALAMBA 


INSTITUTE 





Kansas City 18, Kansas 


roller in normal duty use, subject t 
frame capacity of 2750 Ib, includin 
weight of conveyor, when supporte: 
on 5-ft centers. Frames are all 
welded with side channels of 10-gag 
steel. Channel depth is 3% or 4 il 
Rollers are 9-gage steel, 1.9 in. out 
side diam, with ends smoothly rolle 
for safety and convenient loading. 
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Dual Respirator: Chicago Eye 
Shield Co., 2300 Warren Blvd., Chi- 
cago 12—Dual-purpose 
comes with twin cartridges for or- 
ganic vapors or filters for dust. 
Facepiece is contoured of soft rub- 
ber to provide snug, comfortable fit 
even with light tension on the two 
adjustable headbands. Used for or- 





ganic vapors, it has twin 85-cc cart 
ridges with inhale and exhale check 


valves to prevent rebreathing 
Cartridges are replaced quickly fron 
front by unscrewing retainer caps 
Used for dusts, it has twin treated 
wool-felt filters, entire surface area 
of each of which is usable, thereby 
prolonging filter life and reducing 
breathing resistance. These 
also are replaced from the front. 
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Variable Speed Drives: = Link- 
Belt Co., 307 North Michigan Ave 
Chicago 1—-Company now is making 
available its positive, infinitely vari 
able speed drives in two new types 


for 20 to 25-hp applications. One is | 


furnished with either a single reduc- 
tion input or single reduction output 
helical gear attachment. The other is 
furnished with both a single reduc- 
tion input and single reduction out- 


put helical gear attachment. Input 
gear reductions are available from 


1.93:1 minimum to 5.82:1 maximum, 
and output gear reductions from 1:1 
to 6.33:1. Speed increasing gear sets 
also are available. Power is trans- 
mitted by a drive chain with self- 
forming metal teeth that engage with 
(Continued on page 238) 


FOUNDRY 


respirator 


filters 















































ee 


026-10 
M, 




























THE CUPOLA before using Famous 
Before Cornell Cupola Flux. 
ator e} 
or- : s 
bat t! on 
4 CLEANER CUPOLAS, 
two | REDUCED MAINTENANCE, 
LONGER LIFE. 


Famous Cornell Cupola 
Flux greatly reduces dig- 
ging out time as drops 
cre cleaner and bridging 
over is practically elim- 
inated. Furthermore, this 
flux reduces patching of 
cupola lining by forming 
a glazed or vitrified pro- 
tective surface on brick or 





stone. 





cart 


check 
thing 














fron 


CLEAN IRON, 
@ BETTER CASTINGS, 
LOWER SCRAP LOSS. 





4-POUND BRICK 





caps 
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Famous Cornell Cupola Flux purges molten 
iron of impurities, makes it hotter and more 
fluid. There is an amazing reduction of 
sulphur (in many cases it is practically 
eliminated) and you pour castings that are 
sounder and cleaner. 
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output THE CUPOLA during the use of Famous 
her 1S Cornell Cupola Flux. 
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Trade Mark Registered 








ALUMINUM 


imal ¢ tions can be poured. Castings take a higher polish. Exclusive 










Pre-Measured Scored Brick Form saves you 
handling time and labor. No digging out 
of container, no weighing, no measuring. 


Backed by over 36 years of success and 
hundreds of reports from leading foundries 

‘gray iron and malleable (with cupolas) 
which say it is a must in their daily pro- 
duction. 


WRITE FOR BULLETIN NO. 36-B 








FAMOUS CORNELL BRASS FLUX cleanses molten brass even 
when the dirtiest brass turnings or sweepings are used. You 
pour clean, strong castings which withstand high pressure 
tests and take a beautiful finish. The use of this flux saves 
considerable tin and other metals, and keeps crucible and fur- 
nace linings cleaner, adds to lining life and reduces maintenance. 















FAMOUS CORNELL ALUMINUM FLUX cleanses molten aluminum 
so that you pour clean, tough castings. No spongy or porous 
spots even when more scrap is used. Thinner yet stronger sec- 








formula reduces obnoxious gases, improves working conditions. 
Dross contains no metal after this flux is used. 





(Continued from page 236) 
radial grooves in two pairs of cone- 
shaped wheels. Ratio is changed by 
altering the effective diameter of the 
wheels. Drive is fully enclosed. 
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Noise Reduction: Reynolds Met- 
als Co., 2500 South Third St., Louis- 
ville—Method of using combined alu- 
minum panels and gluss fiber insu- 
lation is 
fectively in 
Perforated, 


claimed to reduce noise ef- 
large industrial 
corrugated aluminum 
aluminum 


areas. 


suspended on 


panels are 


WAYNE (RANE 


angles to form a ceiling; then glass 
fiber insulation either is placed di- 
rectly on top of the panels or is sep- 
arated from the panels and attached 
above them to existing ceiling, to 
leave space for ventilating ductwork 
or other installations. It can be in- 
stalled in old buildings, covering up 
utilities, fixtures and pipes. Panels 
can be pushed up or removed from 
their supports quickly. The glass fi- 
ber provides a noise reduction coef- 
ficient of up to 0.90, is noncombusti- 
ble, moisture repellent and provides 


thermal insulation. Panels are 0.024 





... first. choice with industry for 
materials handling because it has 


Ful 10-bit 


«-.-on 7’ 8" wheel base for maximum maneuverability. 
Designed for industrial yard operations — self-pro- 
pelled with four-wheel drive — one-man operation— 
single engine powered! 

Wayne Crane pioneered the wheel-mounted indus- 
trial yard crane .. . and still continues to be the 
leading supplier to all types of industry. 


Before you buy—compare—you'll see why you can’t 
beat the performance of a Wayne Crane! 


Cranes." 


Also available: 8-ton Model 66 


12'4-ton Model 40 


FREE—Write today for a copy of the new ‘Handbook 
of Data for the Proper Selection of Industrial Yard 





y-ton capacity 





WAYNE CRANE DIVISION 


AMERICAN STEEL DREDGE CO. INC. - FORT WAYNE 1, INDIANA 


in. thick and are available in 6 or 8-1! 
length 33% in. wide. They weig! 
0.364 lb per square foot and are avail 
able in either natural aluminum o 
baked enamel white finish. Distribu 
tor is Elof Hansson Inc., 220 Eas 
42nd St., New York. 
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Loading Shelter: Atias Indus 
tries Inc., 1300 West Washington St 
Chicago—Shelter for use where mn 
loading dock is available is mounted 
on a concrete abutment and provides 





protection to men and materials when 
a boxcar is being loaded into a truck 
or vice versa. Although assembly lin: 
produced, the unit can be made to 
fit specific conditions of installation 
It consists of a combination of stand- 
ard scissor and outrigger dock shei- 
ters. The scissor portion extends into 
the boxcar, where it is fastened se- 
curely, and the outrigger fits snugly 
around the truck. When not in us 
the shelter folds out of the way. 
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Aluminum Welding Alloys: a: 
State Welding Alloys Co., 249-55 Fe: 
ris Ave., White Plains, N. Y.—Alu- 
minum alloys 355 and 356 are avail- 
able in welding rod form in a range 
of sizes from ,'; to 4 in., from stock, 
with a guaranteed analysis. The 356 
cast aluminum welding rod is. par- 
ticularly for use where the deposit is 
to be heat treated after welding to 
restore the original physical prope! 
ties of the base metal. Features in- 
clude good resistance to hot crack- 
ing and to corrosion, low shrinkag¢ 
factor, fair machineability and exces 
lent weldability. 
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Control Valves: cc. B. Hunt & 
Son Inc., Salem, O.—New interior 
construction for control valves simpli- 
fies the valve and assures positive 
positioning of the sealing packers 

(Continued on page 240) 
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OT More THAN FANS > 
DUCTS, HEATERS AND PANELS 
G0 INTO... 


TALL “ovens 


The proper adaptation and utilization of the 


5s aN 


_ 


essential component parts in every LANLY 
OVEN for maximum operating efficiency 





; re 
and economy, is a certainty being proved 3 COMPARTMENT RACK TYPE OVEN 


every day in foundries throughout the coun- Uniformally heated by one compact, high capacity, 
pare air heater serving all compartments. Each com- 
try. Specialized knowledge evolved from partment accommodates two core racks 4’-0” wide 


: : . x 7‘-0” long x 6'-0” high, loaded end to end 
long experience and close cooperation with 


our customers enables us to design and erect 
better foundry ovens. 


Upon receipt of information covering your 
needs, we will submit a proposal for an 
oven that will be thoroughly guaranteed 
as to construction and performance. 









at 


Three Compartment Rack Lanly Car 
Type Oven Type Oven 





Continuous Core Blacking Oven De-waxing Oven Combination Rack and Plaster Mold Drying Oven 
Drawer Type Oven 


yy 


LAMY Fe 
MMS Ba 


THE LANLY COMPANY * 750 PROSPECT AVE 
CLEVELAND,OH!IO 


/ TW 





Shelf Type Core Oven 
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(Continued from page 238) 
without placing any mechanical] pres- 
sure on the packers themselves. Con- 
struction is said to minimize fric- 
tion and wear. There are no lapped 
joints and no metal-to-metal seating. 


All parts are in pressure balance, 
avoiding any tendency to creep or 
crawl. Maintenance is low. Valves 


using this construction are available 
in push-pull, push spring return, hand, 
foot, cam, diaphragm, pilot and sin- 
gle or double solenoid operated types, 
with 2, 3, 4 or 5-way actions and 


either open or closed exhausts. Fur- 






Measuring temperature of molten beryl- 
lium copper direct poured from electric 
furnace, 


nished tapped for either 4g or 


pipe connections, they are for use in 
either air or hydraulic service, for 
pressures to 125 psi and temperatures 


to 150°F. 
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Automatic Coupler: roster Mfg. 
Au- 
coupler 
recommended for use on air recipro- 
cating tools is said to hold tightly, 
freely and to operate 


Co., 2830 Gravois, St. Louis 18 


tomatic, quickly detachable 


yet to swivel 


without falling or blowing apart. 
Half-moon “dogs” that offer long 











couple. This 


that is 
poured “as cold as practicable” 


HE nonferrous melt 
is the one that makes 
dense, sound and with a minimum 


of shrinkage. 


castings 


To pour at this “just right” heat 
you need close temperature con- 
trol. Molten metal temperatures 
must be checked frequently in fur- 


nace or ladle. Then metals are 


We 


. 
THE above is a “Furnace Type” 
Marshall Enclosed-Tip Thermo- 
Thermocouple is 
made also in “Ladle Type.” 
















poured when exactly right. 


You can rely on Marshall En- 
closed-Tip Thermocouples for this 
accurate temperature report. They 
enable you to take temperature of 
molten brass, bronze, aluminum or 
magnesium, dependably and with 
the least time-lag. The protected 
tip of this Thermocouple with- 
stands many immersions. L. H. 
Marshall Co., 270 West Lane Ave- 
nue, Columbus 2, Ohio. 


ENCLOSED-TIP 
THERMOCOUPLES 





240 


4, -in. 


cartridge respirator is approved by 


bands of gripping contact lock, steel 
against sieel, at 45 degrees and ave 
positioned by a floating steel carri:r. 
The coupler can be attached direct y 
to tools without the use of lead hos 
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Flooring: United Laborato: 
Inc., 16801 Euclid Ave., Cleveland 12 
“Packaged unit’ heavy duty floo 
ing combines a heavy steel mes) 
and special filler as a complete un 
for surfacing floors subjected to cor 
siderable abuse. It is claimed t 
withstand impact as well as heavy 
loads. Resilient filler used in the 
grid compacts to meet the level ot . 
the steel ribs, thereby permittin; 
the wheels to ride on steel without 
noise or slipperiness. The product can } 
be applied over new or old surfaces, 
either wood or concrete, inside or out- } 
side, at depths from % to 1 in. 
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Respirator: Pulmosan Safety 
Equipment Corp., 644 Pacific St., | 
Brooklyn 17, N. Y.—Chemical single 





the U. S. Bureau of Mines as a per- 
missible nonemergency gas respirator 
for low concentrations of organic va- 
pors. It weighs 7.6 oz. Replaceable 
cartridges are packaged individually 
in tubes which offer protection from 
heat, moisture and vapors. Neither 
front nor side view is obstructed by 
the respirator. 
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Positioning Table: 3. b. wai 
lace & Co., 134 South California 
Ave., Dept. FM, Chicago 12—Work 
clamping and positioning table pro- 
vides a mechanical feed to move ma- 
terial for work such as mortising 
routing, multiple boring,  fluting 
shaping, grinding, corebox work and 
other operations. It can be 
on a drill press, mortiser, radial saw 
router, lathe, mill and similar tools 


used 


A quick-acting clamp holds the ma- » 


terial to the table fence, and tabl 


and stock are advanced by the hand 


t 


wheel, each turn of which moves th, 


(Continued on page 242) 
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jualls Detroit Electric Furnaces melt both ferrous and nonferrous alloys at Shenango’s Centrifugal Casting Division, Dover, Ohio. 
from 
eithe! . . . . . . . . 
ed by Six Detroit Rocking Electric Furnaces melt alloys variation and carbon pickup to a minimum. Rock- 
for huge centrifugally cast sleeves, rings and fabric ing action assures homogeniety of the metal and 
rolls.at Shenango-Penn Mold Company. These fast washes it over more refractory surface for greater 
Wal- melting Detroit Furnaces achieve the close control _ heat utilization, longer refractory life. 
fornia of temperature and metal analysis required, produc- ; , , ae 
worl ; P ; ) q in The versatile Detroit Rocking Electric Furnace 
siieiaies ing better centrifugal castings with fewer rejects. ; 
» pre melts ferrous or nonferrous metals with speed and 
e ma Indirect arc melting and controlled rocking action economy. Send us your melting requirements and 
a ae produce finer, more uniform melt results. Electrodes our engineers will show you how “Detroit’s” can 
uting ; : ; 
k an are always clear of the molten metal, holding alloy do a better melting job for you. Write today! 
1] saw [7 
tools 7 an He 
- . " a repmans A #2 & > or ae 
em(VETROIT ELECTRIC FURNACE baw VISION <p 
tabl De 
han Kuhlman Electric Company e Bay City, Michigan 
es th Foreign Representatives: in BRAZIL—Equipamentos Industrias, "Eisa” Ltd., Sao Paulo; CHILE, ARGENTINA, PERU and VENEZUELA: M. Castellvilnc., 150 Broadway, 
New York 7, N.Y.; MEXICO: Cia Proveedora de Industrias, Atenas 32-13, Apartado 27A3, Mexico 6, D. F., Mexico; EUROPE, ENGLAND: Birlec, Ltd., Birmingham. 
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M | LW \ U K F a table 2 in. plus. Total traverse is 
12 in. Positioning is done by a 


¢ kK p lL t T graduated bar fitted with adjustable 





stops. Any number of stops can ane, th 
be made with the 12-in. stroke. 4 
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efe a e y 
Auxiliary Lighting: Hiectric . 
Storage Battery Co., P.O. Box 8109, 15 
Phi‘adelphia 1—-Two auxiliary light- 1 
for re 
— oe ' f) 
STANDARD accurate : 
DOUBLE HEAD 
For heevy suet measurement 4 
ings. Threaded ble 
Stems %"' to 1%’ 
diam. As high as 
you need them. of heat 
£ , 
| os 
) : 
MOTOR 
der 
chariets MOLTEN 1 
For light pres- } tio 
sure castings. o 
Threaded Stems M ETA LS ) - 
Yi," to %" diam. eV 
—1” high and wid 
under — Heads — ; 
plain or perfor- Its 
ated, thick or , 
thin as desired. jhe 
belt 
thre 
} 
/ rath 
) For N 
ing units approved by Underwriters’ T 
RADIATOR Laboratories are said to include re- ne 
CHAPLETS cently developed features that  in- Dot 
The ‘‘upside BN eae ee ait BOe a 
down" chepiet. crease efficiency and_ service life. 
Ram them up They permit standardized installa- i! 
with the pattern spedts F aa . : 
—head in the tions meeting all specifications, 4 
=o whether defined by national or state ab Sy 
. codes or by local ordinances, Each a; — 
model is furnished with one 25-w % 
ae anes sealed beam lamp and is available : 
STEM CHAPLETS with two if desired. Both illuminate 
ee up to 10,000 sq ft, depending on local For quick, accurate temper- : 
Ye"! to" diam: conditions, and are adjustable to pro- ature readings of molten metals, | 
eter reade ’ » lio ; ‘ , irecti Thev are . 
Stems. Standard vide light in any direction. They are — gperators of non-ferrous foundries 
lengths up to 24” powered by batteries designed for ° 
—Longer if de- Suwanee Sr 4 everywhere are relying on the Alnor 
key emergency lighting service. 
For More Details Circle No. 40—Page 227 Pyro Lance. Portable, handy to use, 
/ the Pyro Lance has a protected ; 
Lamp Reflectors: Abolite Light- thermocouple, with adjustable angle 
ing Division, . Ss Mete r ‘ts . . 
ng Division, Jones Metal Products head, mounted in the lance tip. It [ 
Co., West Lafayette, O.—Company’s Laan t - th rf 
line of lamp reflectors now is avail- tenes TOMNRORIENTS ETE Se Sues 
ay able with titanium porcelain enamel —unaffected by dross or other con- 
RADIUS CHILLS finish and ventilator slots. Vitreous ditions. Here’s an easily handled 
P t f Pi an Ra rt ’ . aa 
crack mage fired to steel reflector shells, the instrument to help control quality in testin 
a * finish is glass-smooth and resistant the foundry. For complete informa- lexes 
to weather and to chemical and oil ° : : rine 
ee eee of ae ; “ ° tien and prices on this valuable f°"! 
radii and thic fumes. Ventilator slots enable air f Bull N ed in 
ness. . . . . ! 
to circulate around the lamp and instrument write for Bulletin No. lieces 
through the slots, preventing dust 1724-D. Illinois TestingLaboratories, [ .... 
M | LW A U 4 ‘ f and grime from settling. This design Inc., Room 511, 420 N. LaSalle St., rated 
is said to provide ample uplight and Chicago 10, Illinois. penin 
to make possible cool lamp necks ation 
and long lamp life. tior 
For More Details Circle No. 41—Page 227 For More 
AND MFG. Band Saw: Walker-Turner Di- Pov 
1023 S. 40th STREET vision, Kearney & Trecker Corp., 0, 9 
MILWAUKEE 15, WISCONSIN. Plainfield, N. J.— Variable speed band ago | 
= sa Offers speed range from 50 to nven 
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500 surface feet per minute. Speed 
hange is effected through a hand- 
waeel operating a variable diameter 


pulley connected to the saw wheel 
through a gear train. A gear shift 
lever with two positions controls 
hizh or low speed range. Low range 
yperates at 50 to 450 surface feet 
ver minute, high range at 500 to 


1500. Capacity under guide is 8 in.; 
frame it is 16 in. 


from guide to 

Table tilts 45 degrees to right and 
5 to left. Motor is spring mounted 
n base. Motor recommendations are 


-hp and 1140 rpm. Guides support 
blade at point of contact. 
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Conveyor Belt Cover: Raybes- 
tos-Manhattan Inc., Manhattan Rub- 
ber Division, Passaic, N. J.—Excep- 
tional resistance to abrasion and tear- 
ng is said to characterize a con- 
veyor belt cover being applied to a 
range of the company’s belts. 
was stimulated by 
most final conveyor 
belt failures are due to cover 
through abrasion, cuts and 
rather than to cover tensional stress. 
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wide 
Its development 
the belief that 
wear 
tears 


Testing Machine: Detroit Test- 
ne Machine Co., 9390 Grinnell Ave., 
Detroit brinell 


13—-Semiautomatic 






Sie 


y 


See ere ee 


automatically _in- 
test through both spot 
grinding and test stations. Parts are 
ed into the unit at the rate of 400 
per hour and slide out ready 
for inspection. Hydraulically  op- 
rated, the unit has a 30-in. work 
Manufacturer offers modifi- 
suit customer specifica- 


testing machine 


i@Xes pieces 


leces 


pening, 
ations to 
tor 
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Power Vises: Wilton Tool Mfg. 
‘0... 925-941 Wrightwood Ave., Chi- 
ago 14 Power-operated vises use 
onventional vise screw and handle 


ruary 1954 


When 





only a CRANE will do... 








Couadt SHEPARD NILES 


When loads weighing 20 to 200 tons must be lifted, an overhead 


traveling crane will do the job most economically. Talk to Shepard 


Niles first about your crane requirements. Here are just two 


7 4 
oi tne 


OVER 50 YEARS EXPERIENCE 

Shepard Niles has specialized in de- 
signing and constructing cranes since 
1903. Over 50 years experience— 
serving all types of industry—goes 
into every Shepard Niles Crane! 


Re 
SS 
: 
i 
I 
a 











many advantages which Shepard offers you: 


COMPLETE CRANE CONSTRUCTION 

All component parts are designed and 
manufactured by Shepard Niles spe- 
cifically for crane operation—your 
guarantee of dependable _ service, 
backed by maintenance control second 
to none! 


—_— 5 ——_— Ss 

tis a 
. rt 

=” y « 








f ay 
\A f 
! , CRANES g HOISTS 
ay Overhead: Top running, inner running, under Operated Cries cnlies eariete 
running, floor or cab operated. Cap: 1 to 450 tons. pulpit. Cap: 1 to 20 tons 





— 


HEPARD NILE 


CRANE AND HOIST CORPORATION 





| SHEPARD NILES CRANE and HOIST CORPORATION 
| 1344 Schuyler Ave., Montour Falls, N.Y. 


MAIL 
THIS 


COUPON iyi 
8 COMPANY ___ 
| 
| TREET = 
| CITY 


) Please send me your latest Crane Bulletin. 
) Please have a representative call. 


TITLE 


STATE 








for presetting jaw openings to the 
sizes of work pieces. Power unit, 


which attaches to the firm’s conven- 
tional vises, has an adjustable power 
stroke with range from 0 to *% in. 


Maximum jaw opening varies from 
3 to 9 in., depending on size of vise. 
Power stroke is activated by eithe1 
control. Relatively 
plant outlets 
converter. 


through 


a foot or hand 


low air pressure from 
actuates an air-hydraulic 
Vises are availdble in 2% 
6-in. sizes. Conversion kits are avail- 
able for the firm’s manually operated 
v1Ses. 
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Lighting Control: General Elec- 
Schenectady 5, N. Y.—Con- 
control of 
lighting 


tric: «o., 
trol device for 
multiple 
ciicuits is based on photoelectric prin- 


sensitive 
series or outdoor 
ciple and is adjustable to operate un- 
der any conditions at a light level of 
from 1 to 6 or 10 to 60 foot candles. 
It is built 

etched circuit. 
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around a_  dip-soldered 


° ° ° 

Vibrating Equipment: —syntron 
Co., 540 Lexington Ave., Homer City, 
Pa.—Vibrating conveyors and screens 
are meant for conveying, screening 
bulk materials—hot 


and distributing 





or cold, dry or damp, abrasive or cor- 
rocive—ranging from fine powders to 
big chunks. They are of the compul- 
sory-driven, swinging mass_ type, 
which embodies two screens, mounted 
one above the other and connected 
by leaf springs, that follow the move- 
ment of the eccentric drive. The 
whole assembly is supported on guide 
links. Amplitude is j,;-in. and fre- 
quency about 1000 
brating conveyors, which also can be 
fitted with screen sections, are avail- 
able in two capacities. One with maxi- 
capacity of 80 tons per hour 
in sections up to 65 ft long 
with 20-in. trough width or in sec- 
tions up to 30 ft long with 40-in. 
trough width. Second model has 280- 
tons per hour capacity and offers sec- 
long with 20-in. 


per minute. Vi- 


mum 
comes 


tions up to 175 ft 








trough and up to 100 ft long with 4( 
in. trough. Sections can be set in t 
any length desired. 
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Grinding Wheels: carborundu 
Co., Niagara Falls, N. Y.—Depress: 
center, glass-fiber-reinforced, 
bond grinding wheels combine goa 
cutting action with high strength an 
resistance to cracking. Typical found 
ry applications include roughing-ot 
fins and sharp edges, notching an 
cutting off gates and risers, remo\ 
ing burned sand and cleaning cast 
ings. Designed with a knurled bacl 
in addition to the Knurled face, they 
enable the operator to cut with bot! 
sides and the periphery of the whe: 
without initial dressing. The wheel: 
come 7 and 91%-in. in diam and \, 
and 144-in. thick and contain a %-ir 
arbor. 
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resi! 


Scaffolding Attachment: Le. 
is-Shepard Co., Watertown, Mass. 
Scaffolding attachments for use on 
the company’s electric fork lift trucks 
are used for inside and outside r¢ 
pairs and to get to hard-to-reach 
The truck’s forks slide into 
sleeves on the underside of the scat 


spots. 


GREAT 
NAMES 


FROM THE SMALLEST 
TO THE LARGEST . THERE’S 

A SPO-MILWAUKEE FOR 
EVERY MOLDING JOB 
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fold, holding it securely. A ladder 
built into one side of the structure 
makes it easy to reach the platform 
when the forks are down. A high 


yuard around the maintenance man 
protects him from falling. The at- 


tachment is designed for one-man op- 
ration. Once the truck has been 
varked and braked, the lifting and 
owering remote control permits him 
to raise and lower himself as he de- 
ires. 
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Moisture Separator: §=wrignht- 
Austin Co., 3245 Wight St., Detroit 


separator for use in 


Improved 





horizontal steam, air and lines 
is self-cleaning and can be used with 
a wide range of pressures. Construct- 
ed of fabricated steel, it is said to 
occupy scarcely more space than the 


fas 


free service .. 


1954 


February 


section of pipe it replaces. Centrifu- 
gal force principle is applied to re- 
entrainment, including 
oil and solids. 
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move water, 


Skin Cleanser Dispenser: sugar 
Beet Products Co., Saginaw, Mich. 
Dispenser for waterless skin cleansers 
has been developed that is claimed 
to offer trouble-free use. A two-way 
feed adjustment provides a choice of 
amount dispensed, no- 
drip type, and entire dispensing unit 
is constructed of heavy aluminum, 
with rigid mounting bracket an in- 
tegral part of the dispenser. 
tainer is lifted out and thrown away 
when empty, and a new one is slipped 
into the dispenser housing. Each con- 
tainer holds cleanser for 1000 
to 1500 washings. 
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spout is of 


Con- 


from 


Paper Work Cap: Record Indus- 
trial Co., 3301 Arch St., Philadelphia 
{Disposable paper work cap is 
heavy kraft paper treated 
with neoprene synthetic rubber. It is 
water repellent and comes pretreated 
with a flame retardant. Light in 
weight, it is said to be curprisingly 
substantial and to hold its shape well. 
Features include a leatherette sweat 


made of 


... long trouble- 


the 


CLEVELAND 25, 





band, reinforced visor with cloth pip- 


ing around the edge and crepe-tex- 
tured paper which offers resistance 


to tearing. E. I. Du Pont de Nemours 
& Co., Wilmington, Del., 
the cap originally for use in one of 
its chemical] plants. 
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developed 


Air Coupler: Lincoln Engineering 


Co., 5701 Natural Bridge Ave., St. 
Louis 20—-Air coupler offers extra 


large air passage which permits flow 
of 70 cu ft of free air per minute at 
150 psi. Instant coupling action with 
one push or pull eliminates twisting 


supplying the world’s finest molding machines 


Famous for high production capacity 
. and safe, easy operation, SPO-MIL- 
WAUKEE machines are the workhorses of 
foundry industry. A complete range of sizes and types 
is available to meet every molding requirement, from 
jobbing work to mass production operations. Under 
today’s highly competitive conditions, profit or loss 


SPO INCORPORATED e¢ 


can hinge on the dependability and accuracy of your 
molding equipment. SPO-MILWAUKEE machines 
... designed by foundry engineers... 
more and last longer. Because of low initial and main- 
tenance costs, these versatile molding machines always 
give you a competitive advantage. For the finest in 
molding machines... specify SPO & MILWAUKEE. 


MILWAUKEE FOUNDRY EQUIPMENT DIVISION 


6449 GRAND DIVISION AVENUE e 


will produce 


OHIO 


1409-SI 
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BUY ... RENT 
OUR RADIUM 
...OR LEASE 


RADIOGRAPHY 
KIT 





Radiographing a flange on a heavy steel casting. 


.. A Short cut to more 
productive and econom- 
ical foundry practice 


The use of gamma rays in radiographing steel cast- 
ings has greatly increased since 1930, when the first 
commercial use of radiography was introduced. Radium 
radiography is simple, economical and effective; be- 
cause it may be rented or leased, the equipment 
doesn't require a capital investment. It is simple to 
operate because it doesn’t require especially skilled 
operators. Today radium radiography is rapidly ap- 
proaching the status of standard equipment in pro- 
gressive steel foundries. Let us tell you more about 
the simplicity and economy of radium radiography. 
Write today for prices, terms and case histories. Your 
requirements promptly supplied. 


RADIUM CHEMICAL CO., INC. "_seirtvus, cine 


161 East 42nd St., N. Y. Chicago: Marshall Field B—cartridge container 
Annex Bldg. Los Angeles: 3723 Wilshire Blvd. C—rigid string support 




















SEMET-SOLVAY 
FOUNDRY COKE 


"for Better Melting’ 


This is not just a tricky catch phrase. 








It’s what you get when you use Semet- 
Solvay Foundry Coke in your cupolas. 


%9 


What is “better melting”? It’s melting 


your iron hotter, faster, cleaner. 


SEMET-SOLVAY DIVISION 
Allied Chemical & Dye Corporation 
CINCINNATI . DETROIT 
BUFFALO . CLEVELAND 
In Canada: SEMET-SOLVAY COMPANY, LTD., TORONTO 


























or turning. Automatic air check 
valve shuts off flow of air instant- 
ly when coupler is detached from 
nipple. Free swiveling of coupler on 
nipple prevents kinking of air hose, 
and coupler cannot be detached acci- 
dentally, according to the manufac- 
turer. Weight is 4% oz. 
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Vise: Columbian Vise & Mfg. Co. 
9021 Bessemer, Cleveland 4—All-pur- 
pose vise operates from a standard 





base which can be mounted in an) 
position and rotates around the bass 
Regardless of position, the vise moves 
in a full circle. It locks automatically 
in any position selected. Jaws are 2!.- 
in. wide and 44-in. deep. Maximum 
opening is 5 in. Vise is 101,-in, high 
and weighs 16 lb. 
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Reverberatory Furnaces: 
D. C. M. T. Sales Corp., 164 Duane 
St., New York 13—Small reverbera- 
tory furnaces for aluminum, brass 
and magnesium have capacities ot! 
200 and 500 Ib of aluminum. The}s 
are said to require no more attention 
or space than open crucible type fur- 
naces. The entire furnace comes as 
a package, with blower or compres- 
sor mounted directly under the fur- 
nace. All air, gas and electrical con- 
trols are mounted conveniently at the 
side of the housing. Heat is con- 
trolled by varying the air control 
valve to the combustion chambe! 
Such control does not affect the at- 
mosphere in the furnace, which is 
present upon installation, via a flu 
gas analysis. Company claims that 
under ordinary use these furnaces will 
function for at least 18 months be- 
fore rebricking is necessary. 
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Hard-Facing Electrode: stoo. 
Co., Whittier, Calif.—Electrode suited 
for hard-facing is said to offer fast 
deposition rate and smooth, sound 
welds free of pinholes or checks. W:th 
chromium and molybdenum as the 
principal alloys, it provides good re- 
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high compressive strength and ex- 
ellent impact resistance. Readily 


veldable to all carbon and alloy 
steels, including manganese, the alloy 
orms semiaustenitic deposits not af- 
ected by ordinary heat treatment 
nethods. Under normal welding pro- 
edure, either alternating or direct 
urrent deposits show a Rockwell C 
iardness of 56-60; properties are re- 
1ined at temperatures up to 800° F. 
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Toggle Clamp: rico Products 
Inc., 2070 East 61st Place, Cleveland 3 
Plunger type toggle clamp features 
}000-lb horizontal clamping pressure. 


Other features include extra large 
ivot pins, all-welded construction, 
heavy steel frame, 2-in. stroke and 
in all-bronze plunger. It is drilled 


ind tapped for the set screw. Vertical 


ype toggle clamps offer 1000 to 
2000 lb clamping pressure 
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Blower: Standard Electric Mfg. 
Co., West Berlin 12, N. J.—Blower 
vith 6-in. wheel moves up to 600 cu 
ft of air per minute and features an 
iutomatic cutout which stops the 
ompletely enclosed 110-v, 60-cycle 
notor before it can overheat. Smaller 
with different capacities and 
urrent characteristics also are avail- 


31Zes 


able. 
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Dock Board System: 


Magiline 


Inc., Pineconning, Mich.—Magnesium 
lock board loading system for per- 


manent installation on concrete docks 
loes not require power-operated de- 


counterbalances. It can be 
raised or lowered by one man. A re- 
cessed type of dock installation per- 
the dock board unit to self-ad- 
just to truck level and to compen- 
Sate automatically for truck spring 
letieetion. Safety curb prevents pow- 
‘r truck wheels from colliding with 
curb rail. 
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Greater 
safety under 
the load 





MPANY, PHILADELPHIA 


ae aL 


Herc-Alloy Sling Chains bring you many advantages. 
First and foremost...they offer maximum protection 
to men and materials. Secondly, their special alloy 
steel, processed by men with unmatched heat treat- 
ment know-how, gives long life and economy. Third, 
they weigh less (without any sacrifice in tensile strength) 
and are far easier for workmen to handle. That’s why 
so many well-known plants are switching to Herc- 
Alloy Sling Chains. 


7577 ql COLUMBUS McKINNON 


CHAIN CORPORATION 


TONAWANDA, NEW YORK 
DISTRICT OFFICES: NEW YORK, CHICAGO, CLEVELAND 
In Canada: McKINNON COLUMBUS CHAIN LIMITED, ST. CATHARINES, ONTARIO 





HERCATLOY 


...iS the 


original alloy 
steel chain 
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Improvements in 


CASTING 


Castings being lowered into batch type autoclave for impregnation 


IMPREGNATION 


By WILSON N. PRATT, Director of Research 
American Metaseal Mfg. Corp., West New York, N. J. 


ARAGRAPH 3 of military speci- 

fications MIL-I-6869 <A_ states 
that the impregnant used to seal po- 
rosity in aluminum or magnesium 
castings should not be of a super- 
ficial type, but should be capable of 
producing a solid, continuous struc- 
ture throughout the porous section 
of the casting wall. 

The old sodium silicate types of 
impregnant failed because only sur- 
face seals were produced; beyond the 
surface seal, only a dilute solution of 
the impregnant was present. Solvent 


Left—Magnesium castings which 
have been treated in production 


A new type batch handling autoclave used for very large castings 


types, using various phenolic resins 
with xylol or alcohol solvents, also 
failed because of the loss of volume 
caused by solvent evaporation, which 
left a spongy filling in the pores. 


U. S. Naval Engineering Experi- 
ment Station Report 4E (F2) 101717 
states that as a result of work done 
on solvent-containing impregnants 
during World War II, “one of the 
important points demonstrated was 
that the sealability of a compound 
was a function of the percentage of 
volatile matter,which passed off dur- 
ing the curing operation. It was 
shown clearly that compounds which 


(Continued on page 250) 
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HOW YOU CUT COSTS 


when you improve core quality 





— MODERNIZATION of this core 
room, cores had to be reinforced with 
steel rods to keep them from sagging. 
Now, with THERMEX* Core Baking Units, 
high-speed, high-frequency heating practi- 
1s cally eliminates sagging. Elimination of 
the rod reinforcing saves manhours and 
oh rod costs. 

With electronic baking you get uniform, 


17 fast baking and smooth, hard surfaces on 
“~ cores of all sizes. You can reduce core loss 
he due to breakage in handling and pouring. 
oe And, dielectrically baked cores can reduce 
of shakeout and cleaning costs. 

Find out how you can cut your foundry 
ich 





costs with THERMEX Electronic Baking 


Equipment. Mail the coupon for free From 2 ounce to 400 pounds . . . this range of core sizes is baked at 


booklet. The Girdler Company Thermex James B. Clow & Sons, Coshocton, Ohio, with two 60 KW 
age , 7 ; ; THERMEX Electronic Baking Units. Modernization of this 
Division, Louisville 1, Kentucky. core room has cut manhours 33%. 
*THERMEX—Trade Mark Reg. U.S. Pat. Off. 


The Girdler Company, Thermex Division 


224 East Broadway, Louisville 1, Kentucky 


Please send me the new booklet on Electronic Core-Baking 


“" 
GIRDLER 





Name 
Position 
. 
Cowtp OW, Company 
U Address 
A DIVISION OF NATIONAL CYLINDER GAS COMPANY 
THERMEX DIVISION City Freee eeeees vee State 


-_—_————— a a a 


INDRY § February 1954 249 















Good-by 
Heat 
Distortion 
Worries 





1. Non-binding UNIVERSAL BAIL 


Simple, safe, strong, and dependable 
—Industrial’s Universal Bail never 
needs lubrication. Provides complete 
flexibility with both horizontal and 
vertical adjustments. Misalignment is 
taken care of by rotating swivel ac- 
tion. Universal-type flexible connec- 
tion takes up all expansion. 





2. Self-locking TIMKEN worm gear 
No direct connection with the bail. 
Therefore cannot bind due to bowl 
and bail heat distortion. Accurate as- 
sembly—accurate pouring control. 
Self-locking in any position. Easily 
accessible lock nuts permit accurate, 
positive alignment and back-lash 
adjustment. 
For safety, accuracy, operating 

ease, and low maintenance, specify: 


Geared Ladles by... 


Industrial 
EQUIPMENT COMPANY 


115 Ohio Street, 
Minster, Ohio 












(Continued from page 248) 
were formulated with a high volatile 
matter content left a greater residual 
leakage after impregnation of a given 
pore size... . This behavior was at- 
tributed mainly to the opening of 
channels and expulsion of the solid 
matter during the release of solvent 
vapors in the baking process.” Fur- 
thermore, the material thus left on 
the exterior of the casting was diffi- 
cult to remove and interfered with 
plating, anodizing and dichromating. 

The polyester type resins make pos- 
sible the filling of micropores with 
100 per cent solids. One of the char- 
acteristics of the polyester resins is 
that the copolymerized solid occupies 
the same volume as the liquid im- 
pregnant. These special polyester co- 
polymers are the basis of the only 
effective way to impregnating metals. 

However, normal polyester impreg- 
nants have their own drawbacks: Sol- 
vent cleaners remove them from the 
pores; they must be refrigerated, thus 
increasing their viscosity and making 
penetration of micropores improbable; 
penetration is slow because of the dif- 
ficulty in wetting the metal; and 
copolymerization of many resins if 
inhibited by certain alloy 
ents, such as copper. 


constitu- 


Viscosity Is Constant 


Engineers of American Metaseal 
Mfg. Corp. have come up with a four- 
part answer to the problems of im- 
pregnation. The company’s 19V5 poly- 
ester copolymer impregnant requires 
no refrigeration, aeration or agitation. 
Another prime characteristic is that 
it does not jell at room temperature, 
thus maintaining the viscosity at the 
ideal value required for all types of 
castings—and this viscosity remains 
constant throughout the operation. 

A second basic development is the 
increased wetting property of the new 
impregnant. This ability permits com- 
plete penetration into every pore and 
eliminates the need for cleaning with 
such solvents as acetone. Moreover, 
19V5 is not affected by the presence 
of copper and can be used to treat 
bronze and other copper-alloy cast- 
ings. 

In addition to these basic improve- 
ments in the impregnant used, the 
Metaseal process employs an emulsion 
cleaner to remove excess impregnant 
from the surfaces of the casting. Tur- 
bulence is essential to the emulsifi- 
cation that removes the material from 


the surface. The smal] dimension of 


the pores does not permit turbulence. 
Consequently there is no emulsifica- 
tion and no removal of material from 
the pores. Solvent cleaners penetrat- 
ed pores and removed impregnant by 
simple solvent action. 

The whole process is intended for 
use with batch immersion, for which 


THE HOIST WITH 





Here is the most accurately control- 


lable hoist ever devised... 


KELLER 
Air Hoist 


It is operated by an air valve that 
you can “crack” as little or as much 
as you like—from the barest creep 
to 17 fpm full speed, or any speed 
between. 

Positive displacement piston-type 
air motors assure positive movement 
up or down. Centrifugal brake holds 
load immovable in any position. 


Other Keller Air Hoist features 
include: 
@ Can’t Burn Out, even when stalled 


@ Light Weight—1,000 lb air hoist 
weighs only 30 Ib 


@ Low Maintenance 


@ Continuous Duty — can be used 
hours (or days) continuously 
without shortening motor life 


SEND FOR 
DETAILED 
INFORMATION 


KELLER 


KELLER TOOL CO., GRAND HAVEN, MICH. 
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complete line of impregnation sys- 
‘ems is available. Units vary in size 
trom 10 to 3000 gallons and are com- 

letely mechanized for one-man op- 
eration. One type of unit, the self- 
contained hub unit, includes impreg- 
nating autoclaves for vacuum-pres- 
sure batch type operations, me- 
chanical surging tanks for’ the 
removal of excess material and 
a lift which moves the batch load 
through each successive step. Larger 
in-line and semi-circular units are 
custom designed to permit plants to 
do their own impregnating or to do 
job work. 

Applications—The first and most 
obvious result of such treatment is 
the prevention of leaks in pressure 
service. If the porosity is in such 
form as to cause little or no distor- 
tion in the casting wall, a properly 
impregnated casting (providing it is 
structurally sound) can be tested to 
destruction without any leakage. 
Bronze castings have been success- 
fully tested under hydraulic pres- 
sure as high as 6000 psi without pro- 
ducing leaks in sections that were 
known to be porous. Thus, a prop- 
erly impregnated area that was for- 
merly porous will withstand as much 
pressure as the solid portions of the 
casting. 

Of equal or greater importance is 
the prevention of corrosion, Pores are 
centers of potential corrosion and 
bacterial growth. The _ electrolytic 
corrosion which is set up at the sur- 
face may progress through an entire 
casting, destroying it internally with- 
out noticeably affecting the exterior. 

Proper impregnation also prevents 
plating solutions from _ penetrating 
into pores and later attacking plat- 
ing, with consequent spotting, freck- 
ling or blossoming. Related applica- 
tions in pretreating castings to be 
anodized or dichromated similarly 
prevent subsequent failures caused by 
the formation of bubbles in pores dur- 
ing the application of the coating. 


Publishes Dictionary 


Centre Technique des Industries de 
a Fonderie, recently published a 
small dictionary of foundry terms 
giving translations from English into 
French. It is 4% x 534 in. in size, 
ontaining 77 pages. Some 2000 
terms are listed and at the end of 
the book are about 12 pages of use- 
ful conversion tables. Where certain 
words have a specifically American 
xr British connotation, it is indicat- 
d by (U.S.A.) or (G.B.) after the 
vord. Copies of the dictionary may 
ce secured from the association lo- 
ated at 12 Avenue Raphael, Paris 
6, France, for 400 francs. 
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STEARNS ELECTRO-MAGNETIC PULLEY 
Here you can see at a glance why powerful Stearns 
electro-magnetic pulleys effectively remove tramp 
metal from conveyor lines even though material flow 
is fast and belts are heavily loaded. Check these six 
big features: 

1. Magnetic Field. Deep, strong, magnetic field pro 


vides maximum pull when tramp metal is trapped 
between large pieces of bulk material. 


2. Magnet Body. Solid, one-piece dynamo steel cast 
ing. No tie rods to loosen and cause trouble. 


3. Air Cooling. Constant stream of cool air to pulley 
interior dissipates heat fast, keeps magnetic strength 
high. 


4. Coil Windings. High dielectric insulating varnish 
is baked on, covered with spun glass fiber insulation, 
then sealed with bakelite varnish. Welded, not sol 
dered coil joints. 


5. Coil Covers. Steel covers eliminate dead spots — 


distribute magnetic force lines uniformly over pulley 
face. 


6. Collector Rings, Brush Holders and Housing. 
Bronze collector rings are bakelite-insulated, ma- 
chine fitted to shaft and enclosed in shock resistant 
cast-iron housing which contains heavy bronze brush 
holders. 


Magnetic Pulleys of the permanent magnet type also 
available where indicated or desired. Write for de- 
scriptive catalog 303B. 1050 





MAGNETIC EQUIPMENT FOR ALL INDUSTRY 
Ti 


STEARNS 2m MAGNETS 


STEARNS MAGNETIC, INC. 662 S. 28th St., Milwaukee 46, Wis. 


















WELL-MADE Patterns 


% Pil Rates g 


| 


Wood and Metal 


For almost half a century we’ve been producing a tremendous 


variety of patterns ... in a wide range of sizes... to fill many 


varied requirements. 


Our trained personnel and complete pattern facilities enable us 
to solve even the most intricate design and production problems 
... like the huge bull ladle pattern illustrated. 


Let us help you with your wood or metal pattern requirements 
... or with lightweight castings, aluminum or magnesium. 


Send for our new catalog No. 53 
or ask for a representative to call. 


Well-Cast MAGNESIUM AND ALUMINUM CASTINGS 
( s 
Wel Made WOOD AND METAL PATTERNS 


Write for our New Catalog No. 53 


)Tue WELLMAN sronze « atuminum co. 
Dept. 7, 12800 Shaker Boulevard Cleveland 20, Ohio 








Magnesium Die Castings 


(Continued from page 105) 





in magnesium. Less lubrication 0! 
die surfaces is required. This in tur: 
helps to increase the internal sound 
ness of the castings by eliminatins 
most of the objectionable oil vapo 
during the casting cycle. 

Unlike aluminum, magnesium doe 
not solder to die surfaces or cores 
It also has less tendency to gall o1 
rub on ejection. Holes can be cast 
with less taper, and there are cases 
on record where parts with intricate 
coring are successfully made in 
magnesium where they could not be 
made in aluminum. 

An example of this is the angle 
block used with a pr-nter’s chase 
This part, which is only 5 in. square, 
contains 131 cores %-in. diameter in 
each half of the die, so that the cast- 
ing is a veritable honeycomb of holes 
Each core has a maximum taper otf 
.001-in. and the hole sizes are held 
to plus or minus .001-in. A control di- 
mension, 2% in. long, in this casting 
is held to plus or minus .002-in, Such 
tolerances are not possible in alu 
minum, and are not common in zinc 

Expansion of casting cleaning fa- 
cilities is somewhat more involved, be- 
cause of the special grinding equip- 
ment required for magnesium. Cast- 
ings are usually furnished by the die 
caster with the chrome-pickle finish 
which is frequently used as the base 
for subsequent paint coatings. 

Applications—The outstanding ba- 
sic advantage of magnesium is its 
lightness. It is ideally suited for 
portable equipment. The optical in- 
dustry was quick to take advantag‘ 
of the die casting process for pro- 
viding light weight in opera glasses 
and binoculars. Magnesium bodies and 
eyepiece frames of such glasses, as 
well as bodies, caps, prism shelves ot 
binoculars, have been in continuous 
service for more than 15 years and 
are accepted as standard materials 

Binocular body castings are rathe! 
intricate and generally require the 
use of loose die inserts to form re- 
cesses for prisms. Walls must be as 
thin as possible to maintain light 
weight, and dimensional stability is 
required for perfect alignment of th« 
optics. Corrosion resistance is also a 
requirement. This is met by follow- 
ing a rigid paint schedule, using Dow 
No. 7 chemical treatment, with a 
baked primer and two coats of baked 
enamel. 
cameras are being 
with on 


for still 
in magnesium, 
popular model having been in pro- 
duction for seven years. More than 
200,000 of these cases are in servic 
with satisfactory performance. 
Castings for cameras require very 


Cases 
produced 
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close tolerances, and sections with 
wall thicknesses as low as_ .060-in. 
are common. Light seals on cases and 
covers are required to have as little 
draft as possible and must have sharp 
d tail. Finish requirements are strict 
wherever surfaces are visible on the 
finished camera. 

One leading manufacturer of press 
cameras reports that it has been us- 
ing magnesium die castings for the 
bed blocks, optical view finders, fo- 
cusing panels and backs for some six 
or seven years on two of their mod- 
els. It has had no complaints which 
could be attributable to the metal, 
nor are there any records to date of 
deterioration of any of thecze parts 
in service. The castings used on these 
cameras are treated with the Dow 
No. 1 chrome-pickle, baked zine chro- 
mate primer, followed by a _ black 
wrinkle finish on the outer surfaces. 
Inner surfaces are left with the sin- 
gle coat of black zine chromate pri- 


mer. 
Trying Electroplated Finishes 


Home movie camera cases are now 
on test, using organic finishes to re- 
place the traditional polished alu- 
minum, Experimental models electro- 
plated with copper, nickel, and chro- 
mium are under test but none is in 
commercial production. Electroplated 
finishes, if successful, are likely to be 
adopted for the more expensive cam- 
eras. 

The U. S. Army Signal VUorps has 
selected magnesium tor the new 70- 
mm combat camera, which can take 
pictures as fast as the operator can 
click them off. It 1s described as be- 
ing unharmed by dust, light, fungus, 
moisture or driving rain. Four mag- 
nesium die castings form the case 
and internal parts of this ‘dream 
camera,” which will eventually be 
available in a civilian model. 

In the projector field, magnesium 
has been in continuous use for parts 
of one model approximately ten years, 
with its use gradually spreading to 
other models. Satisfactory applica- 
tions are for bases, reel arms, mech- 
anism housings and lamp house cov- 
ers. The use of magnesium die cast- 
ings in this field has been mainly for 
parts of 16-mm_ sound _ projectors 
where the weight saving is more of 
an advantage. 

An interesting new use for mag- 
nesium die casting has developed 
over the past few years in the power 
chain-saw field. The first light-weight 
models, introduced about eight years 
ago, received wide acceptance. As 
hewer models are introduced, it is 
apparent that the trend toward mag- 
nesium die castings, for all possible 

ymponents, is almost universal. Light 
weight is the primary requirement; 
but all parts must be rugged to with- 
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HAUSFELD 
FURNACES 





ARE MEETING EVERY EXACTING. 
REQUIREMENT 


FURNACES FOR 
BRASS e ALUMINUM e« MAGNESIUM 
AND ALL OTHER 
NON-FERROUS ALLOYS 


HAVE YOU INVESTIGATED THEM 
FOR YOUR MELTING PROBLEMS? 


The Campbell-Hausfeld Co. 


300-320 MOORE ST. HARRISON, OHIO 








HEAVY INDUSTRY HARNESSES hnETRUIK ON THE PRODUCTION LINE! 


Here you see a LIFTRUK 
in The Timken Roller 
Bearing Company plant, 
Canton, Ohio, carrying a 
load of blooms. This is 
but one of hundreds of 
important movements re- 
quired of a LIFTRUK in 
the metal-production fields 


LIFTRUKS are avail- 
able in 5 - 7/2 - 10- 
15 Ton capacities. 
Larger sizes to order. 
SEND FOR 
BULLETIN 77 






LIFTRUK features = 1—Rugged dead axle for traction 
wheels. 2—Extra large elevating hydraulic cylinders. 
3—Oversize engine clutch. 4—Generous sturdy construc- 
tion of tiering frames and fork apron—these and other 
LIFTRUK features assure you of production materials 
handling and elimination of shut downs or slow ups. 


Let our sales engineers give convincing proof of 
LIFTRUK performance to meet your specific needs. 


is Also available with Boom, Ram, Scoop and other attachments. 


SILENT HOIST & CRANE CO. 


885 63rd STREET, BROOKLYN, N. Y., U. S. A. 


“FALLS BRAND” ALLOYS 


AMERICA’S LARGEST PRODUCERS OF ALLOYS 


“FALLS” 
CHROMIUM COPPER 


Use: 
To introduce chromium into copper for production of 


copper castings and drawn copper which must have 
high ratio of hardness, strength, electrical and 
thermal conductivity. 


Some Applications: 
Manufacture of resistance welding electrodes, spot 


welding tips, arc welding electrode holders, seam 
welding tips; switchgear equipment, motor and 
generator slip rings, commutators, _ electrical 
switches. 


Composition: 
*“*Falls’’ 5% Chromium Copper 
Chromium 4.0-6.0% 
Total impurities 0.8% 
Copper Balance 


Write for Detailed Information 


NIAGARA FALLS 


Smelting & Refining Division 
BUFFALO 23, NEW YORK 





stand the rough handling of norma 
service. Magnesium die castings hav: 
given an excellent account of them 
selves in this service. 

Smaller home portable tools wit! 
magnesium die-cast frames have bee! 
in service for about three years with 
out incident. In this particular fiel 
aluminum appears to be more com 
petitive. The weight saving effecte: 
by the change to magnesium does no 
appear to be sufficient to offer 
sales advantage. This includes port 
able sanders, electric saws, impact 
drills, and small electric hand drills 
The larger industrial versions of thess 
tools appear to be well established in 
magnesium, but their volume so far 
does not warrant the die casting 


process 


Magnesium Castings in Autos 


The automotive industry is today 
the largest consumer of die castings 
taking well over half of the die cast 
ings made. One leading automobil: 
manufacturer has been carefully test 
ing magnesium die castings as an al 
ternate material in both decorativ: 
and semi-structural applications. Dec 
orative parts such as steering colum: 
shrouds, brackets, or spacers, as wel 
as instrument parts, such as a clock 
bezel, are completing their third year 
in production without any returns 
from the field and without produc 
tion difficulties. Such parts are deco 
rative and require good surface fin 
ish. For example, two shrouds bolted 
together serve as a housing for the 
steering column. Surface preparatio! 
consists of polishing the parting lin¢ 
and removing any surface defects 
followed by the chrome-pickle chemi 
cal surface treatment. These parts 
are then given two coats of syntheti 
enamel] which is subsequently baked 
Great care is used in degreasing be 
fore painting as a primer coat is sel 
dom used and the adhesion of the 
enamel to the chrome-pickled surface 
is dependent mainly on the cleaning 
cycle. 

Automotive castings classed as 
semi-structural, such as clutch hous 
ings, require maximum internal 
soundness and freedom from surface 
defects in stressed areas, to insure 
long life. In addition to the strength 
requirement, torque converter hous 
ings must hold oil pressure and gen 
erally require impregnation. These 
parts are finished with a single coat 
of paint applied to the untreated 
magnesium. Exposure to road salt 
daily use over a period of three years 
has not resulted in any detrimental 
corrosion. 

At least 10,000 magnesium clutch 
housings are in service and several 
hundred torque converter housings 
have been in service for 114 years 
with no returns. Slightly over thri< 
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‘ars’ experience on experimental 
irs With magnesium clutch housings 
nd torque converter housings is 
vailable, but these models were 
equipped with sand castings. 

Other transmission parts which re- 
lire wear and are in contact with 
1 as well as with the atmosphere, 
have been in service for the same 
length of time without encountering 
iy difficulties. 

Over a two-year period, close to 3 
million clutch pistons were assembled 
to automatic transmissions. These 
irts operate in oil and are required 
to withstand hydraulic pressure. Ma- 
chining of these parts was outstand- 
ing, and despite the fact that deep 
grooves were machined in the cast- 
ings for piston rings, rejects for de- 
fects uncovered in machining were 
far lower than in aluminum. 


As to future applications, it is be- 
lieved that transmission extensions, 
lutch housings, converter housings, 
automatic transmission valve cast- 
ings, and decorative parts will be en- 
tirely satisfactory in magnesium, In 
fact, it appears that any aluminum 
part now being used for automotive 
application can be transferred to 
magnesium, except those which are 
n contact with water or with brake 
fluids. . 

On the subject of wear, it is a 
natter of record that the sharp edges 
of mating parts have a tendency to 
broach magnesium. For example, 
small valve piston operating in a 
magnesium casting may show greater 
wear than it would in aluminum. 
Parts requiring such wear resistance 
to compete with anodized aluminum 
nay receive some help from the 
newly developed electrolytic coatings 
such as the HAE process. However, 
this has yet to be established. 

The automotive industry is  pur- 
hasing magnesium almost entirely 
m the basis of price, and it appears 
that as long as the metal remains 
‘ompetitive, it will be used in in- 
reasing quantities. It is gratifying 
to the magnesium die caster to know 
that magnesium has been established 
in so many automotive applications 
is a satisfactory alternate material. 

Household Appliances—In the field 
of household appliances, there is al- 
ost 20 years’ experience in the use 
! magnesium die castings in vac- 
lum cleaners. This is probably the 
dest large scale use of magnesium 
lie ca‘tings on record. Floor tools 
or the newer tank-type cleaners 
lave also been in use for almost 
eht years. Motor housings for kitch- 

mixers were made in magnesium 

r two years. Though there appears 

be no advantage in these parts 
ver aluminum, their performance 
nas been watched with interest, as it 
Ss not a normal application for mag- 
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RIGHT... 
before your Eyes! 





NEW 


Temples . 








QO) No. 380 
Comfort-Bridge Sideshield 
Goggle Comfort-Bridge Goggle 


Now, CESCO Comfort-Bridge Goggles are 
furnished with new symmetrical tip temples which 
are interchangeable—right or left. 

These new temples are better looking and 
designed with greater strength at the endpiece 
joint where breakage usually occurs. That's be- 
cause the flat bar of the temple is at a right angle 
to the tip. 

Insulators, made of attractive flesh-colored 
extruded plastic, are easy to replace. They slide 
freely over the flexible shaft ends and are auto- 
matically held in place. Closed end of the plastic 
insulator keeps shaft from poking through. 

Added to the many other features of CESCO 
Comfort-Bridge Goggles, these new temples make 
the No. 374 and No. 380 CESCO Goggles the most 
acceptable of any safety glasses. Workers like to 
wear them. Service costs are lower because re- 
pairs are easier, and less frequent. And... 


they're '' RIGHT... before your Eyes.” 





Send TODAY 


for CESCO literature and the name of your 
CESCO safety equipment distributor 





OFFICES IN: Atlanta, Birmingham, Boston, Buffalo, Cincinnati, Cleveland, Columbus, Dallas, Detroit, East Orange, 
Houston, Indianapolis, Kansas City, Knoxville, Little Rock, Los Angeles, Mexico City D. F., Milwaukee, Montreal, 





Peoria, Philadelphia, Pittsburgh, Salt Lake City, San Francisco, Spokane, St. Louis, St. Paul, Toledo, Tulsa, Wichita 
































Tumbler 


LARGE AIR PASSAGES 


[ Air 
THE MASTER OF 
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CONSTANT CAPACITY and sustained HIGH EFFICIEN- 
CY with a minimum of maintenance are among the most 
important characteristics of the AIR TUMBLER. They 
result from its simplicity of design and operation, which 
dispenses with sprays, pumps, water eliminators, rotat- 
ing elements, and similar devices. 

The AIR TUMBLER in a short time has found its way 
into every kind of industry in this country and abroad, 
and has become standard equipment wherever tried. 


For further information write to: 


DUST SUPPRESSION AND ENGINEERING COMPANY 








P. O. Box 67 Lake Orion, Michigan 











Or to any of the following licensees: 


AUSTRALIA CANADA BRAZIL 
Air-Dust Separators Co. Kipp Kelly Limited Gema S.A. 
15 O'Connell St., 68 Higgins Ave., Caixa Postal 4963, 
Sydney Winnipeg Sao Paulo 
ITALY SWITZERLAND 


Machines Electriques S.A. 


Marelli Aerotecnica 
59 Rue du Rhone, Geneve 


Casella Postale 1217, Milano C. 








CAR BOTTOM 
FURNACES 


_- JOHNSION 


You'll get clean heating, high efficiency, and fuel economy in the 
Johnston furnaces. Engineering experience is also apparent in their 
smooth mechanical operation—in their roller bearings in car and 
door hoist shafts, and power operated car pullers. Write today for 
bulletin F-240. 

JOHNSTON EQUIPMENT FOR THE FOUNDRY 
@ MELTING FURNACES @ HEATING TORCHES @ LADLE HEATERS 


@ HEAT TREATING FURNACES @ BURNERS, BLOWERS, CONTROLLERS 
OVER THIRTY YEARS EXPERIENCE IN DESIGN AND MANUFACTURE. 
ox LINE 4 


MANUFACTURING CO. 
O 2825 EAST HENNEPIN AVE. 
IT MINNEAPOLIS 13, MINN 


ENGINEERS & MANUFACTURERS OF INDUSTRIAL HEATING EQUIPMENT 


gory: 


Ales NSTON) 








nesium and the requirements have 
been satisfactorily met. 

Business Machines—Magnesium is 
well established in the business ma 
chine field, including typewriters, cal 
culators, recording, and dictating ma 
chines. 

Semi-structural parts such as powe 
frames, and side frames of electri 
typewriters have been in service a 
long as five years, while the out 
housings and top covers have satis 
factory service experience dating 
back 13 years. At least four type 
writer manufacturers were using 
magnesium die castings as regular 
production parts during the last four 
years. One manufacturer reports that 
there has been no evidence of fail- 
ure or field dissatisfaction resulting 
from the use of magnesium power 
frames or case parts. 


Dayton Malleable Iron 
Buys Columbus Foundry 


Dayton Malleable Iron Co., Day- 
ton, O., has purchased the Ohio Mal- 
leable Iron Co. plant in Columbus 
O., and plans to curtail operations at 
its West Third St. plant in Dayton, 
reducing the work force by 300. It 
expects to keep about 100 persons 
who are engaged in the production 
of gray iron and aluminum castings 
at the Dayton plant. 

The Columbus plant is on an 18- 
acre site, 7 acres of which are cov- 
ered by buildings. It has 500 em- 
ployees and produces malleable cast 
ings. The plant has been modernized 
since World War II and has facili 
ties which enable it to make all types 
and sizes of castings on a production 
basis. It was sold for an undisclosed 
sum by Galion Iron Works & Mfg 
Co., Galion, O., a subsidiary of Jef 
frey Mfg. Co., Columbus. 

Dayton Malleable also operates an 
Ironton, O., plant, GH & R Foundry 
Div., Dayton, and Pratt & Letch 
worth Co., Buffalo. 


The First 100 Years 


A century of operation in the lu- 
bricants field was completed in 1953 
by Swan-Finch Oil Corp., New York 
To commemorate its achievement thi 
company has published, in booklet 
form, a brief account of its own de 
velopment and a history of the use 
of lubricants from the time of earl) 
Egyptian civilization to the present 
Other sections deal with lubricants 
for certain industries and varied ap 
plications in this country and abroad 
Finally the booklet covers research 
product development and quality con- 
trol policies of the company. 
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Conveyor Belting 


(Continued from page 93) 


Cleaning Belts—Keeping material 
ff the return side of a belt, thus 
preventing it from being caught be- 
tween belt and pulleys, helps great- 
ly in prolonging belt service life. 
One of the best ways to do this is 
to construct decking between the two 
elt strands. It also prevents oil 
yr grease of overlubricated idlers 
from falling on the return strand. 
[f decking is not used for entire con- 
veyor length it should be under the 
oading point, at the head end, and 
ver the take-up. 

If decking is not used at all, belt 
cleaning devices help in reducing belt 
wear by removing adhering material 
from the bottom cover of the belt. 
A number of devices may be used; 
among them are scraper. boards, 
which resemble skirt boards in con- 
struction. They are held lightly 
against the belt or a snub or tripper 
pulley by springs or _ gravity- 
weighted arms. This permits them 
to be forced out of the way if a 
damaged portion of the belt becomes 
jammed on them, thus preventing ad- 
ditional belt damage. A highly ten- 
sioned stainless steel wire installed 
as shown in Fig. 11 will remove 
caked material. 

Power brushes (Fig. 6) do an ef- 
fective job of cleaning granular ma- 
terials off belts. The unit pictured 
consists of a 12-in. diam brush 
mounted in suitable bearings and 
coupled to a gear head motor built 
on a channel base with an opening 
under the brush so that material 
cleaned from the conveyor may be 
carried away for reclamation. Special 
guards guide the brushed-off ma- 
terial into the channels. Motor 
driving the brush may be coupled 
to the belt drive so that the brush 
stops when the belt stops. 

Water sprays directed against belt 
surface have been used with ef- 
fectiveness as supplementary clean- 
ers to scrapers on conveyors han- 
dling sand and similar materials. 
Spray jets should be mounted at 
an angle of 30 to 40 degrees to belt 
surface. Water and removed ma- 
terial can be caught and carried 
away by troughs. 

Deterioration of Belts—Care must 
be exercised, however, in the use of 
water, because moisture has a del- 
eterious effect on the fabric in con- 
veyor belts. It will cause the fabric 
either to shrink or mildew. If shrink- 
ige is uniform across belt width, 
t will do no harm when an auto- 
matic take-up is used or if a fixed 
take-up is adjusted to compensate 
for the shrinkage. Uneven shrink- 
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*FRACTURE 
OF JISCO SILVERY 
10% SILICON 


DG more than a normal share of ‘‘time-out"’ for 


furnace modernization, Jisco Silvery is again available for 


immediate shipment! 


Now you can get the Silicon you want with the man- 


ganese content best suited for your particular use. Jisco 


Silvery as part of your charge assures you of hi-tensile, 


easy-to-machine castings. 


JISCO SILVERY is back— 


better than ever! 


A Product of 


THE JACKSON IRON & STEEL CO. «+ Jackson, Ohio 
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“Remember. one call £° 


GRIT FLUORSPAR 
SHOT SPIEGELEISEN 
COKE SILVERY IRON 
COAL FERROPHOSPHORUS 
CLAYS REFRACTORIES 
SANDS SAJCO JACKETS 
PIG IRON CUPOLA BED 
DOLOMITE LIGHTER 





LIMESTONE BONDACTOR 





Hickmatl Williams & Co. 


CHICAGO 
CLEVELAND 





(InNncORPOR ATED 


DETROIT - CINCINNATI - ST.LOUIS - NEW YORK 
PHILADELPHIA - PITTSBURGH - INDIANAPOLIS 
Established 1890 
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A variety of pneumatic grinders and other tools 
to provide effortless power for hundreds of metal 
working jobs. 





featherweight 
PNEUMATIC TOOLS 


Progressive metal working plants 
everywhere are switching to MALL 


PNEUMATIC TOOLS and the re- 


sults are fantastic. Production 
zooms overnight and costs are cut 
way down. Send for the free cata- 
log that gives all the facts, showing 
how different MALL pneu- 
matic grinders and 
other tools 
will earn 
more 
money for 


YOU. 









Model PG-506S 
6” wheel grinder 
for rigorous heavy 
duty production. 


40 Factory-Owned Service Warehouses, Coast to 
Coast, To Give You Fast, Dependable Service 














Se eee res ate NT ee ge 
1 1720 $. Chicago Ave. ! 
1 MALLTOOL COMPANY circa tioas 
: Send me the MALL Pneumatic Tool Catalog. 4 
3 | 
tw 

1 Name _ i 
Company : 
! | 
: Address 1 
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age, however, will cause trouble. 

Mildew is a form of mold which 
grows in damp places in the presence 
of air. Chemical products of its 
growth damage tabrics used in the 
construction of belts. Although 
chemical inhibitors used by many 
manufacturers do_ restrict mildew 
growth, they do not necessarily give 
complete protection. Best insurance 
against damage is to keep belt con- 
veyors intact by frequent repair of 
any damage. This keeps out mois- 
ture and, more important, it 
out air. Without oxygen, mildew 
cannot grow even though belt fabric 
is moist. Rubber or rubber com- 
pounds are not harmed by moisture 
or mildew. 

Surface moisture, however, will 
cause trouble by helping material to 
cake on belt surface and pulleys. 
Because the coefficient of friction 
between pulley surfaces and wet rub- 


seals 


ber is lower than for dry rubber, 
belt slippage may occur. And the 


water can cause slippage for several 
For that pur- 
pose a rubber squeegee held against 
the belt will most of the 
water, permitting the belt to dry in 


hours unless removed. 
remove 
a few minutes. 


Sunlight Shortens Life 


Exposure to sunlight will shorten 
a belt’s life by 
Which is a 
tributable to ozone generated in the 
radiation. 


causing cracking, 


form of oxidation at- 
atmosphere by ultraviolet 
Here, again, chemicals in the rubber 
counteract light action 
completely. 


compounds 
but do not overcome it 

High 
terials are injurious to 
fabric conveyor belts unless the belts 


temperatures of load ma- 
rubber or 


are of special] temperature-resistant 
construction. A more detailed dis- 
cussion of high-temperature 
ant belts was presented in the first 
article in August, 


resist- 


section of this 
1953, FOUNDRY. 

Low temperatures are practically 
harmless to rubber, but rubber com- 
pounds stiffen and have less _ re- 
siliency when cold. 
however, do just as much damage as 
lumps of material when caught be- 
belt, and if ice 
virtue of 
break 


Lumps of ice, 


tween pulley and 
forms inside a belt by 
moisture entering through a 
in the cover it will further 
the cover and also act as a sharp 
abrasive, cutting the belt. If belts 
freeze to pulleys, it is possible that 
some of the rubber may be pulled 
away from the fabric when the con- 
veyor is started. Antifreezes such 
as ethylene glycol applied to belts 
and pulleys, or resistance wire heat- 
built into pulleys, will 

icing hazards. Anti- 


split 


ing units 
help reduce 


freezes corrosive to metal or thos 
which contain greasy additives shou 
be avoided. 

Power and Safety—lIf calculatior 
show that a motor of 100 hp is ad 
quate for a given belt conveyor, 2( 
hp should not be used ‘just to be « 
the safe side.”’ Extra horsepower su! 
jects the belt to additional startir 
stress. Across-the-line starting of 
conveyor drive motor also subjects 
belt to undue strain. Some form 
controlled starting should be utilize: 

It has been recommended that lim 
switches be placed at the head an 
tail ends of conveyors to shut the: 
down automatically if the beltin 
starts to run off the pulleys. Aut 
matic switches for stopping the con 
veyor have been suggested to avoi 
extensive damage if belting breaks 
or slips excessively, or if feeders « 
chutes choke up. 


Repairing Belts—Timely repair 
cuts, tears and other breaks in cor 
veyor belts is important -kecause cor 
stant flexing of the belt on idler 
and pulleys gradually enlarges th 
damaged area. Dirt and moisture en 
ters the belt through such opening 
and hasten deterioration; eventual] 
over-all belt strength is impaired. 

The edges of cuts and tears ca 
be fastened together and pieces 
belting inserted to repair holes (Fig 
12) with metal belt fasteners, wit 
rubber or compounds 
liquid or paste form, or with portabl 
vulcanizing equipment. Worn bi 
edges and worn spots on covers als 
can be repaired with the rubber com- 


neoprene 


pounds. 

If the rubber compounds are used 
the repairs should be allowed to dr) 
thoroughly before belt is put back in 
service. When cuts do not go through 
the belt, they should be opened u} 
with a sharp knife and all dirt 
cleaned out and the cuts cemented 
closed. When repairs are made with 
belt fasteners as in Fig. 12, belt 
edges should be sealed with rubbe: 
cement to prevent entrance of dirt 
and moisture. 

If it is desirable to cover the meta 
fasteners, that can be done by remo\ 
ing the belt cover about!4-in. bevond 
the area to be occupied by the fasten- 
ers. Cover around the hole is cleaned 
with a solvent such as naphtha and 
roughened with emery paper. Cement 
then is applied to the torn edges 0! 
the belt, the exposed duck and sides 
of the bolt holes. Two coats should 
be used and each allowed to dry until 
barely tacky. Fasteners are install 
in the usual manner and the bolts 
ground off flush with the fastener 
All metal parts then are cleaned o! 
oil and grease and roughened wit 
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coarse emery paper. Metallic filings 
are removed. Two coats of cement 
are applied to the metal parts and 
allowed to dry thoroughly. The en- 
tive area then gets two coats of ce- 
ment, each being permitted to be- 
come tacky. Finally a rubber filler 
compound is applied with putty knife 
level with belt cover, and, after it 
has dried for about one hour, the 
patch is dusted with soapstone. 
Tears in covers 1/16-in. or less 
thick are repaired in a similar man- 
ner by first cutting away the torn 
section of cover and then applying 
cement and filler compounds. Such 
patches must be cured several days 
at room temperature or in a few 
hours at elevated temperature at- 
tained by infrared lamps, steam, hot 
sand, or any other available meth- 
od. However, temperature must not 
be allowed to go above 287°F. Tears 
in covers thicker than 1/16-in. are 
repaired with the use of cured 
‘over stock. Torn section of cover is 
cut out and a new piece cemented 
into place as shown in the series of 
illustrations on pages 92 and 93. 


best 


Vulcanized patches usually are 
better than hand tool repairs, and 
portable vulcanizing equipment is 


available to do the job. Special vul- 
‘anizers are available for making re- 
pairs to belt edges. However, manu- 
facturers and most of their area ser- 
vice centers have vulcanizing equip- 
nent, and belts can be sent to them 
for major repairs and splicing. 
Sources of Material 


C. O. Bartlett. & Snow Co., Cleveland 


2. Flexible Steel Lacing Co Chicage 
B. F. Goodrich Co Akron, O 
Imperial Belting Co.. Chicage 
Link-Belt Co Chicago 
National Engineering Co.. Chicago 
New York Belting & Packing Ci: Passaic 
N. J 
Newaygo Engineering Co., Newaygo, Mich 


Osborn Mfg. Co., Cleveland 
Republic Rubber Division, Lee 
Tire Corp., Youngstown, O 
Robins Conveyors Division, 
1 
l 


Rubber & 
Hewitt-Robins 


ne Passaic N. J 


2. Thermoid Co Trenton N. J 


Beryllium Corp. Offers 
Nonberyllium Alloys 


Beryllium Corp., Reading, Pa., for 
the first time is manufacturing al- 
loys that contain no beryllium. They 
include zirconium magnesium, 
ganese aluminum and titanium man- 
ganese aluminum, a'l being produced 
na trial basis to determine whether 
emand warrants 
ommercial 


man- 


production on a 
scale. 
Zirconium magnesium, with a 
onium content of 30-40 per cent, is 
presented as an oxygen-free harden- 
ng material for use in producing 
nagnesium alloy castings. Mangan- 
se aluminum, with equal parts of 
‘h metal, is offered principally as 
an additive to titanium alloys. 


Zir- 
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STANDARD’S SHIELDED BEARINGS 


Are Expressly Designed for Foundry Conveyor Service 








Every Standard roller conveyor is 
equipped with specially designed 
bearings that provide the maximum 
of protection and durability in foun- 
dry service. Spillage of hot iron is 
guarded against by special steel 
shields. These convex shaped shields 
fit into the ends of rollers to repel 
foreign matter. An exit for small 
particles is provided by an opening 


at bottom of shield. 


Send for Standard’s spe- 
cial catalog “‘Convey- 
ors for Foundries’ — 

a valuable reference book 
illustrating and 
describing conveyor in- 
stallations in leading 

) foundrics. 








Foundry conveyors are designed 


and built in their entirety by Stand- 
ard—in a wide range of sizes, weights 
and types. You can depend on Stand- 
ard for the right conveyor for your 
needs — we have been designing and 
building foundry conveyors since 


1906. 

STANDARD CONVEYOR COMPANY 
General Offices: N. St. Paul 9, Minn. 
Sales and Service in Principal Cities 
Engineered Conveyor Systems « Portable Conveyor 
Units « Spiral Chutes « Pneumatic Tube Systems 





"GRAVITY & POWER 
CONVEYORS 





ENGINEERED FOR LOW-COST PRODUCTION 
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* * * This is where PATTERNS of quality and precision are pro- 
duced for the automotive, aircraft and metalworking fields . 
backed by 35 years of know-how. 


* * * These superior PATTERNS are produced under the per- 
sonal supervision of the two owners and a highly skilled group of 
employees. 


* * * The owners are naturally proud of their reputations. That's 
your guarantee of quality work and reasonable prices. Let them give 
you a quotation on your next job—and give you a pleasant surprise. 


18840 John R. St., Detroit, Michigan 


Having slag-hole trouble in your continuous 
pour cupolas? Try CARBOFRAX silicon carbide blocks. 
Operators report 20 or more hours’ steady service with 
practically no change in hole size. Order a few of these 
extra-durable blocks, and make your own comparisons. 

Dept. V-24, Refractories Division, 


The Carborundum Company, 
Perth Amboy. N. J. 





CARBORUNDUM 


Trade Mark 
“Carborundum” and “Carbofrax" are registered trademarks of The Carborundum Co.—World’s largest manufacturer of super refractories. 
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Air Moves the Sand 


(Continued from page 99) 






muller. Both the storage bin and tiie 
pressure receiving vessel are set in a 
10-ft-deep pit, with the muller abc ’¢ 
the receiver at ground level. The ta |- 
est section of the structure, the buc x. 
et elevator, stands 14 ft above t 
ground. 

In the period that the system his | 
been in operation, many difficult) :s 
have been encountered and iron d 
out. As could be expected when wo! 
ing with molding sand, packing aid 
sticking were a source of consta tt 
trouble. This occurred throughout t)« 
piping and at the molders’ hopps« 
With the exception of the hoppe 
the plugging was caused by the c 
rosive action of the moisture on the | 
piping walls. When the pipes were 
cleaned out and protected against 
moisture during their idle periods, the 
pipe plugging ceased to be a problem 












































Vibrator Loosens Sand 


At the molders’ hoppers, the plug- 
ging resulted from the sand packing 
in a funnel-shaped orifice. This was 
especially true when the hopper was 
full and the sand in the outlet was 
subjected to the weight from above 
At first the molder remedied this by 
forcing a flat bar into the opening 
and breaking up the jam. When this 
became so repetitious as to caust 
an appreciable loss of time, the Plant 
Engineering Department was asked 
for a solution. Their cure was the _ tig¢ 
installation of air-driven vibrators 
(Fig. 9). These were fastened just 
above the gate valve handles as (Ch 
shown in Fig. 3. With the action s 
located, the vibrators are not operat- } YO! 
ed unless the gate valve is open. This ishe 
prevents possible running of the vi- 
brator with the gate valve closed, | of | 
causing tighter packing. 

Wear is another bane to the type} 
of system. The abrasive qualities of} you 
the sand caused the pipe elbows to/. 
be eaten through within a _ few] 
months. It was thought that specially | the 
cast Ni-hard elbows would remed) 
this. However, since the elbow had Pie 
to be cast in sections, it was prone} 
to plugging at the bolted joints. Be-! forn 
cause the elbow cross section was cil: 
cular, centrifugal force caused the med 
wear to be linear along the outsid of tH 
radius, The smaller the elbow radius, 
the greater the centrifugal action eral 
and therefore the greater the wear 
To solve this problem a new elbov 
was designed in which the outsid ing | 
radius is a flat surface (see Fig. 4) 
The inside surface of this place i: 
covered by a \4-in. piece of gum rub- 
ber which absorbs the shock of the 
speeding sand and further bolsters 
the wearing qualities. Although it has 












(Continued on page 263) 
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(Continued from page 260) 
been in service a year, the rubber 
has not even had to be reversed. Re- 
placement of the rubber-packed plate 
will be economical in both time and 
money. 

When the system was first installed, 
hopper distribution was taken care of 
by altering the length of the tangen- 
tial delivery pipe. The swirling sand 
fell equally into the two molder feed 
chutes, but any slight change in mois- 
ture, sand velocity or working speed 
threw the distribution off. Conse- 
quently, one molder would have a full 
hopper while the other was calling 
for more sand. An adjustable plow 
solved the problem. Splitting the 
stream of sand which enters the hop- 
per approximately in the center, it 
may be adjusted to deflect varying 
amounts to the first chute. The 
maining sand fills the second chute. 
If a faster job is run, or the molder’s 
speeds vary greatly, a plow adjust- 
ment can handle the situation. Such 
an adjustment is especially necessary 
in this foundry where a large assort- 
ment of patterns are run on the lines. 


Fe- 


Eliminate Dust Problem 


The fourth major problem encoun- 
tered was that of dust when the sand 
reached the hoppers. The answer to 
this problem is a system which con- 
sists of tee fittings at each flue con- 
nected to a master exhaust line. The 
line runs through the muller before 
discharging to the outside. The pipe 
diameter at the tee junction of each 
hopper is considerably larger than 
that of the main line, so that the 
loss in velocity encountered there al- 
lows the coarse material to drop into 
the hoppers. 

Any dust which may get through 
all the tees falls into the muller. The 
extreme fines are tapped off through 
the muller flue. A butterfly valve 
at the main inlet allows air to enter 
the system, but is blown shut when 
subject to the positive de- 
livering the sand. The exhaust sys- 
tem which previously the 
foundry was of sufficient size to car- 
ry the hopper exhaust without over- 
oading. 

Maintenance for the system is ex- 
eptionally light. The piping system 
s cleaned every evening by shooting 
three or four charges of tumbler stars 
through its entire length. This is fol- 
owed by blowing through a gallon 
if liquid wax which coats the inside 


pressure 


serviced 


surface and discourages corrosion dur- 
ng the idle period. The conveyor is 
ilso swept down every evening and 
given a coat of kerosene to protect 
t against corrosion. Moving parts of 
the conveyor are oiled once a week, 
and the permanent magnet is cleaned 
When necessary. 

Chere were many reasons why Allis- 
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HIGH QUALITY INGOT METALS ALWAYS STAND OUT 


3 
BECAUSE PERFORMANCE ALWAYS SPEAKS FOR ITSELF 


ALUMINUM, BRASS, BRONZE INGOTS 


An ingot is not very large in comparison with the bulk of the melt, but 
Here at 
WESTERN we devote much attention to quality metals, because after all 
that is what we have to sell: quality and service. We produce the fol- 
lowing quality ingot metals: BRASS © BRONZE @ ALUMINUM ®@ NICKEL ® 
@ SPECIAL 


the quality of the ingot determines the quality of the melt. 


SILVER @ DAIRY METAL @® ALUMINUM BRONZE ®@ SILICON BRONZE 


ALLOYS. If you’re in a hurry, we provide special delivery service on 
complete stocks of standard BRASS, BRONZE and ALUMINUM ALLOYs. More- 
over, you may avail yourself of our complete laboratory service as well 
as experienced field metallurgists to help you produce the exact quality 


castings you require. 


Weslorn Melal 


SOUTH KEDZIE AVE 





ILLINOIS 


CHICAGO 23, 


3201 








SMELTERS & REFINERS OF BRASS & ALUMINUM INGOTS 























WHICH V-BELT | 





% In this way you can make up V-Belts 
in any length to fit any drive the fast 
economical way — V-Belts that per- 
form exceptionally well. 


% In contrast to link-type belts these 
ALLIGATOR fastened V-Belts have 
just ove strong joint... stretch and 
follow-up maintenance are reduced 
to 4 minimum. 


ALLIGATOR INTRODUCTORY V-BELT 
DRIVE UNITS 
contain V-Belt- 
ing, Fasteners and 
Tools — every- 
thing you need in 
one compact 
package to make 
up V-Belts quick- 
ly. Available in 
sizes A, B, C & D. 





Ask for Bulletins V-215 and V-216 
Order From Your Distributor 


FLEXIBLE STEEL LACING COMPANY 
4667 Lexington Street, Chicago 44, Illinois 


ALLIGATOR 


V-BELT FASTENERS 
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Chalmers went to the pneumatic sys- 
tem. Probably the main one was a 
saving in installations cost. Actually, 
initial cost became a minor asset 
when weighing such things as safety, 
speed and the savings in operation, 
maintenance, and floor space. These 
pay dividends every day. With the 
future possibility of using synthetic 
sand, further assets will be realized 
in the aeration the sand receives and 
the fact the system is closed. Little 
chance will be given the low moisture 
synthetics to dry out. In a foundry 
such as the West Allis brass foundry 
where as many as sixty different 
melts a day are produced, it is im- 
portant to have a flexible system. 

Although it is only one of the many 
phases where mechanization can cut 
costs and expenses, the handling of 
sand is of prime importance to all 
foundries. At West Allis, the pneu- 
matic system has taken a firm grip 
on the shovel and wheelbarrow han- 
dles, and has the situation well under 
control. 


Los Angeles Foundries 
Control Air Pollution 


Control of air pollution from all 
iron foundries in Los Angeles county 
was completed recently when the last 
two permits for operation were is- 
sued, bringing the total to 54. Four 
years ago these foundries had 70 fur- 
naces with no control equipment, and 
each, according to the district’s chief 
engineer for air pollution control, 
was emitting 50 to 200 lb of air con- 
tamination per hour. Emissions now 
have been reduced by about 95 per 
cent. 

Of the 54 foundries, 41 achieved 
control of their cupolas with bag- 
house systems using settling and 
cooling chambers and a series of 
bags acting on the vacuum cleaner 
principle. These systems cost $17,000 
to $100,000 each. Other foundries re- 
placed their cupolas with reverbera- 
tory furnaces or installed electrical 
precipitators. One uses a water wash 
system. 


Welding Safety Film 


Air Reduction Sales Co., 60 East 
42nd St., New York 17, has produced 
a sound slide-film on safety in the 
use of oxyacetylene cutting and weld- 
ing equipment. Entitled “The Guy 
Behind Your Back,” the story is pre- 
sented in a light, but not comic, ap- 
proach planned to make the serious 
business of safety in welding easy to 
absorb. Free showing of the 20 min- 
ute film may be arranged or copies 
purchased for $15 at any Air Re- 
duction office. 














DEVIL'S 
PUTTY 











for 


CLEANER 
CASTINGS 


DEVIL'S PUTTY ...a new 
graphite impregnated plastic re- 
fractory for: steel and gray iron 
ladle linings; making up spouts 
and runners; linings for ferrous 
and nonferrous metal melting 
furnaces and similar applications. 

DEVIL'S PUTTY reduces refrac- 
tory inclusions, thus producing 
cleaner castings; withstands se- 
vere thermal shock without "'sluff- 
ing off"; contains chemically 
treated graphite that will not 
burn out of the mix, which adds 
surface lubrication and permits 
cleaner and faster pours. Molten 
metal has no sticking tendency to 
DEVIL'S PUTTY lining, so, slag 
rises quickly to top for easy 


skimming. 


Write for useful literature .. . 
and the name of your nearest 


Botfield Distributor 


REFRACTORIES CO. 


779 S. Swanson St. Philadelphia 47, Pa. 
In Canada, Canadian Botfield Refractor- 
ies Co., Ltd., 171 Eastern Avenue Toronto 


_— 
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HELL MOLDING: Durez Plas- 

tics & Chemicals Co., 1010 
Walck Rd., North Tonawanda, N. Y. 
-Durez Shell Molding News is a 
new newsletter devoted to develop- 
ments in resins, procedures and 
equipment as they pertain to shell 
molding. Available free to found- 
rvmen, it contains small items con- 
cerning each of the categories men- 
tioned above. 
For More Details Circle No. 101—Page 227 


HANDLING EQUIPMENT: 
Stephens- Adamson Mfg. Co., 81 
Ridgeway Ave., Aurora, Ill._-Com- 
pany publication, The S-A Conveyor, 
installations of various 
kinds of materials handling equip- 
ment, many with foundry applica- 
tions, such as boxcar unloaders and 
foundry shakeouts with vibrating 
conveyors. 

For More Details Circle No. 102—Page 227 

RADIOGRAPHY: Industrial X- 
Ray Inc., West Hempstead, N. Y. 
Case history photos demonstrate the 
applications of radiographic testing 
in “Quality Control Through Radi- 
ography,” a brochure designed as a 
primer for persons not yet familiar 
with radiography as a nondestructive 
testing tool and as a review for 
those who are. 

For More Details Circle No. 103—Page 227 


PROPELLER FANS: Hartzell 
Propeller Fan Co., Piqua, O.—Three 
new models are among the 13 types 
of fans shown in bulletin A-109. Con- 
tents are made up of specifications, 
dimensions, performance figures, en- 
gineering data and a discussion of 
corrosion resistant materials and 
coatings. 

For More Details Circle No. 104—Page 227 

OILTIGHT PUSHBUTTONS: Gen- 
eral Electric Co., Schenectady 5, N. Y. 


describes 


Line of oiltight pushbuttons is 
described in bulletin GEA-5779, 
Which uses more than 35 _ photo- 


graphs and drawings to illustrate the 
line’s variety and flexibility. Ratings 
and dimension diagrams are includ- 
ed 
For More Details Circle No. 105—Page 227 
SCREWDRIVERS: Vaco 
Co., 317 East Ontario St., Chicago 
11 —Folder illustrates and discusses 
the various types and models of 
screwdrivers available, acting as a 
reference guide to aid in the selec- 
tion of the proper screwdriver for a 
particular application. 
For More Details Circle No. 106—Page 227 
MOTOR FRAMES: Westinghouse 
Electric Corp., Box 2099, Pittsburgh 
‘0-—Selection wall chart 18 x 24 in. 
shows the comparison between old 


Products 
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Trade Publications 


For more details on these items 


Use reply card—Page 227 


and new NEMA standard dimensions 
for alternating current motors from 
1 to 30 hp. Dimensions are given 
for flange mounted motors; drip- 
proof, totally enclosed fan-cooled mo- 


tors; and polyphase squirrel cage, 

polyphase wound rotor and _ single 

phase foot mounted motors. 

For More Details Circle No. 107—Page 227 
GRINDING: Carborundum  Co., 

Dept. F82-325, Niagara Falls, N. Y. 
Booklet entitled “Grinding Ce- 


mented Carbides” concerns new tech- 
niques and abrasive products devel- 
oped to obtain efficient and econom- 
ical carbide tool manufacture and 
maintenance. Wheel recommenda- 
tions covering many specific grinding 
applications also are given. 

For More Details Circle No. 108—Page 227 


HEATING ELEMENTS: 
Co., Worcester 6, Mass.—Heating ele- 
ments are described in booklet 146 
in terms of such subjects as expected 
service life, operating tempera- 
tures, mounting methods, power con- 
sumption, electrical data  specifica- 
tions and other pertinent informa- 
tion. 

For More Details Circle No. 109—Page 227 


Norton 


TALL OIL: K. A. Steel Chemicals 
Inc., 7450 Stony Island Ave., Chicago 

Bulletin C-53 is devoted primarily 
to industrial applications, including 
foundry use, of tall oils, but 
covers methods of refining and test- 
ing them, as well as complete in- 
formation on materials for 
and processing equipment. 
For More Details Circle No. 110—Page 227 


also 


storage 


BOX BURNERS: 
Engineering Co., 1001 
Rockford, Ill.—-Box 
sions, specifications, capacities, ap- 
plications and other technical and 
engineering data are covered in bul- 
letin H-9. 

For More Details Circle No. 111—Page 227 


LIFT TRUCKS: Lift Trucks Inc., 
2425 Spring Grove Ave., Cincinnati 
14—-Reference guide to single stroke, 
multistroke and hand electric power 
lift trucks offers complete specifica- 
tions and data on features, improve- 
ments, models and sizes. 

For More Details Circle No. 112—Page 227 


Eclipse Fuel 
Buchanan St., 
burner dimen- 


TESTING: 
West Law- 


NONDESTRUCTIVE 
Magnafiux Corp., 7300 
rence Ave., Chicago 31—First num- 
ber of Magnafacts, new company 
publication, contains material illus- 
trating how the company pursues its 
primary objective—‘ to help in- 





@ A trial will add you 
to our long list of users and 
enthusiastic boosters. 


WRITE FOR BULLETIN 





The SCIENTIFIC 
CAST PRODUCTS Corp. 


1390 East 40th Street 


CLEVELAND 3, OHIO 


2520 West Lake Street 


CHICAGO 12, ILLINOIS 
ATT NESTE ARERR RE CORI 
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FINE GRADES 
OF SAND 


... for shell molding and D process. 





Producers of 8 uniform 
Silica sands ... special- 
izing in fine grades. 


Try our “CC” special St. Peter Silica 


Write for free samples 


CLAYTON SILICA CO. 


General offices: Lafayette Building, Waterloo, lowa 
Plant: Clayton, lowa 


Here’s what Industry has to say 


about REDA melting Furnaces ... 
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Reda Stack-Loading melting furnaces 
for ferrous and nonterrous metals have 
been designed and built by experi- 
enced foundrymen for foundrymen 
everywhere. That is why Reda fur 
naces provide advantages far beyond 
those found in other, and more expen- 
sive types; that is why, with Reda 
furnaces there is less down time for 
maintenance, longer uninterrupted 
melting runs, and lower melting costs 

Another feature is the Reda Burner 
arrangement which can operate from 
oil and gas simultaneously or be 
switched from one fuel to the other 
instantly. Write or phone for complete 
details. 


REDA FURNACE 
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PUMP COMPANY @ BARTLESVILLE, OKLA. 


dustry detect defects that cause i 
needless, costly and dangerous fai - f 
ures of equipment and materials.” j 
For More Details Circle No. 113—Page 227 a 

SCALE AND PRINTER: Minn.-- I 





apolis-Honeywell Regulator Co., I s 
dustrial Division, Wayne & Windrin | 4 
Aves., Philadelphia 44—Instrume).- il 
tation data sheet i0.18-4 describus F 


electronic scale and printer manufa 

tured by Gilmore Industries, Clev: - q 
land, for use in crane, conveyor, plat 
form, hopper or tank weighing. 


For More Details Circle No. 114—Page 227 ' 
HOUSEKEEPING EQUIPMENT ‘ 

Precision Equipment Co., 3702 Nort! 

Milwaukee Ave., Chicago 41—Stor ~ 


age and maintenance equipment fo) 
industrial and institutional use is il- 
lustrated and priced in a new cat- 
alog. Steel shelving, lockers, bins ) Cc 
and other steel and aluminum prod- 





ucts are included. i 
For More Details Circle No. 115—Page 227 7" 
ll 

SURFACE FINISHING: Meta- © an 
blast Division, American Metaseal | ca 
Mfg. Corp., 607 65th St., West New / 84 
York, N. J.—Foundrymen can get / For 
the complete story about the com- : 
pany’s process for controlled surfac Zi 
finishing in a bulletin which also of-  * 1] 
fers a table of specifications and) * 
other pertinent material. des 
For More Details Circle No. 116—Page 227 to 
ing 

SNAGGING WHEELS: Simonds qj] 
Abrasive Co., Tacony & Fraley Sts.) bra 
Philadelphia 37° tor; 

SiIMONDS! New  12-pagt For | 
Ei: four-color  cata- ; 

Abrasive Snagging Whee's log brochure 0n| I 
abrasive snag- pig 

ging wheels for) Ced 

steel mills and enti 

foundries con-f— @rn 

tains latest, ed t 

grinding wheelg Men 

recommendations — © 

for various materials, including ti-} 24 
For M 


It also covers data 


tanium alloy. 


about patented flanges built int TI 
grinding wheels to provide a steel-— Clau 
to-steel fit with the mounting flanges.— Wall 
For More Details Circle No. 117—Page 227 mati 
— ot, “ ; hd perat 
ANVILS: Fisher & Norris, “Eagk ‘nd 
ks = * ( 
Anvil Works, Department I nclu 
Ie 
Bloomsbury St., Trenton, N. J. ; 
. speci 
Such varied material concerning , 

: or Mo 
anvils as data on types, uses, de- 
signs, specifications and other points MI 
of information can be conveniently} Nort! 
yours in a handy pocket-sized book Thu 
let. Tumi 
For More Details Circle No. 118—Page 227 instru 

sah To ee ’ eee ther 
MOTOR STARTERS: Allis-Chalm atate 
ers Mfg. Co., 1032 South 70th Stfo.o.. 
Milwaukee—Manual and magnetic} y. ‘4, 


size 0-3, alternating current, across 
the-line motor. starters, including EN 
combination and reversing starters Fische 
and pushbutton control stations, ar], 


covered in bulletin 14B7132A. The ¢ 
For More Details Circle No. 119—Page 227 re re 
public 

AIR CONDITIONING: = Air-Cool{ umbe 
ing Engineering Co., P. O. Box 74# Manag 


Evanston, Ill.—Reprinted from Hvealq*€! vice 
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ing, Piping & Air Conditioning and 
from Jron and Steel Engineer, the 
jeurnal of the Association of Iron 
and Steel Engineers, ‘“‘Heat Relief in 
Industry,” an article by Bartlett R. 
Small, Aluminum Co. of America, 
discusses industrial air conditioning, 
including foundry application. 

For More Details Circle No. 120—Page 227 


HYDRAULIC COMPONENTS: Hy- 
draulic Press Mfg. Co., Mount Gilead, 
O.—To simplify 
planning of hy- 
draulic circuits 
and ordering of 
hydraulic com- 
ponents, the com- 
pany has _pro- 
duced a set of 
nine catalogs on 
its new com- 
ponents line. De- 
time-consuming 
catalogs class- 





eliminate 
the 


signed to 
cross-references, 
ify the line as to type, style, product 


and pressure range. Included are 
catalogs 601, 701, 721, 741, 801, 821, 
841, 901 and 1001. 

For More Details Circle No. 121—Page 227 


BELT GRINDING: Minnesota 
Mining & Mfg. Co., 900 Fauquier St., 
St. Paul 6—Illustrations and texts 
describe use of coated abrasive belts 
to do high-speed grinding and finish- 
ing of flat or contoured surfaces of 
all kinds of metal, ranging from 
brass to tungsten carbide. Case his- 
tories show what the method can do. 
For More Details Circle No. 122—Page 227 


PLANT MODERNIZATION: Wal- 
ter Kidde Constructors Inec., 140 


Cedar St., New York 6—New study 
entitled ‘‘Basic Planning—-Plant Mod- 
ernization and Expansion”’ is intend- 
ed to help guide company manage- 
ment and engineers to deal with the 
complex problems of modernizing 
ind expanding plant facilities. 

For More Details Circle No. 123—Page 227 


TEMPERATURE CONTROL: 
Claud §S. Gordon Co., 3000 South 
Wallace St., Chicago 16—Fully auto- 
matic indicating or recording tem- 
perature control unit is illustrated 
ind described in a brochure which 
includes application data and model 
specifications. 

For More Details Circle No. 124—Page 227 


MICROMETERS: Do-All Co., 254 
North Laurel Ave., Des Plaines, Ill. 


Illustrated catalog covers’ the 
Tumico line of precision measuring 


instruments as well as hundreds of 
ther items, including dial indicators, 
height gages, comparators, depth 
gages and others. 
For More Details Circle No. 125—Page 227 
ENGINEERING SERVICES: 
Fischer & Associates, 5209 Euclid 
Ave., Cleveland 3—Vol. 1, No. 2 of 
The Open Door, the firm’s monthly 
publication, contains material on a 
Number of 
management 
services. It 


pertaining to 
engineering 
list of pub- 


subjects 
tools and 
includes a 
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Cooper Alloy scores a"FIRST" wit 





SHELL MOLD RESINS 








™ 
} 


First shell cast 


stainless steel valves 


Mr. Morton Katz, Shell Mold 
Engineer, The Cooper Alloy 
Foundry Co., Hillside, New Jer- 
sey, reports: 


“Schenectady Resins helped us to 
solve a perplexing shell mold prob- 
lem—one that cost us many rejected 
shells. In the production of a par- 
ticular part, we encountered seri- 
ous “peeling” trouble. Schenectady 
Resin’s SP-7452 Shell Mold Resin 
eliminated this problem by what 
appears to be the proper blend of 
viscosity and flow. 

“SP-7452 is used extensively in 
our shell molding operations because 
of its superior strength, hot rigidity, 
excellent “pouring” or high temper- 
ature strength, and its adaptability 
for use in all of our shell molding 
operations. 


GET THE FACTS ON SCHENECTADY SHELL MOLD RESINS 


Our new Catalog gives full technical information 
on shell molding processes, selection of resins, 
Mail the coupon for your copy today. 


etc. 




















| SCHENECTADY RESINS 
1 Div. of Schenectady Varnish Company, Inc., 200 Congress Street, Schenectady 1, N.Y. j 
l ] Please send me your new Shell Molding Catalog. l 
Please have one of your representatives call. ; 
l 1 
i Name I 
; Company ; 
! 
| Street 
I I 
| City Zone State | 
Uses cies ane dhnivcenaeie is intense ttiialadeheempdlincieastaliciabeniarensistamirnariuntinoeatcctnm LN 
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TRUCKS / 


for Foundriese 


Sterling Heavy Duty Trucks are tailor-made for 
transporting castings, cores and heavy foundry 
equipment. Ruggedly constructed for heavy 
duty service and thoroughly job-tested under 
actual foundry conditions, Sterling Trucks have 
proven their ability to handle loads as heavy 
as 3 tons. Both wheels and casters are equipped 
with anti-friction bearings. Short turning radius. 
Easy maneuverability. Write for bulletins. 

























































No. 160 Truck to 
receive castings 

oF from Wheelabra- 
e tor, Roto Blast or 
Similar equip- 





STERLING WHEELBARROW CO. 
MILWAUKEE 14, WIS., U. S. A. 


No. 110-A Core 

e Truck equipped 

e with pneumatic- 

e tired wheels and 

e ball bearing swiv- 
el casters. 


No. 50 Slag Buggy espe- 
cially designed for con- 
veying slag. Heavy duty, 
reversible tray, Loose 
plate for discharge. 














A 5633-1%4R 








STANDARD 


does it again! 
































The 90° bend under the head simplifies your oper 


ation and places the chill where it belongs. The 





Koolhead 90°” will perform two duties: (1) a chill 
and (2) holding the sand on the surface of the mold. 
We feature clean, bright finished Horse Nails and 
can furnish the new bent head in any of the various 


Koolhead” types 












Write for samples 








QLUNI 







Chill nails for 


every purpose I Ao) Ay aa AAO) Ja 


NEW BRIGHTON, PA 












lications available and a preview of 
material to appear in future issues 
of the magazine. 

For More Details Circle No. 126—Page 227 


TUNGSTEN CARBIDE: _ Sinter- 
cast Corp. of America, 134 Wood 
worth Ave., Yonkers 2, N. Y.—Illus- 
trated booklet on tungsten carbide 
components describes the variety 01 
carbide shapes and sizes the com- 
pany manufactures in accordance 
with its customers’ blueprints and 
specifications. 

For More Details Circle No. 127—Page 227 


NONFERROUS FOUNDRIES: R. 


Lavin & Sons Inc., 3426 South Kedzie 


Ave., Chicago 23—September-Octo- 
ber, 1593, issue of The Lavingot, 
company publication, offers a ds- 
cussion of “Sand in the Brass Found- 
ry,” by William B. George, metallur- 
gical engineer with the firm. 

For More Details Circle No. 128—Page 227 


STRAIN GAGES: Baldw n-Lima- 
Hamilton Corp., Philadelphia 42—-A 
price list of strain gages, instruments 
and accessories and specifications fo! 
105 sizes and types of gages are tab- 
ulated in the firm’s new domestic 
price list. Considerations affecting 
selection of gages also re given. 
For More Details Circle No. 129—Page 227 


ALLOYS AND FLUXES: All-State 
Welding Alloys Co., 249-55 Ferris 
Ave., White Plains, N. Y.—Company 
has published a new edition of its 
buyers’ guide to the organization’s 
complete line of alloys and fluxes for 
welding, brazing, soldering, cutting 
and tinning. 

For More Details Circle No. 13C—Page 227 


SHELL MOLDING RESINS: Bar- 
rett Division, Allied Chemical & Dye 
Corp., 40 Rector St., New York 6 
A brief history of the shell molding 
process and a look at its present 
status make up the contents of an 
illustrated 20-page booklet now of- 
fered to foundrymen. 

For More Details Circle No. 131—Page 227 

FILTER MASK: Goggle Parts 
Co., 1468 West Ninth St., Cleveland 
13—-Folder explains the construction 
and operation of a lightweight filter 
mask which employs a pure latex 
washable filter to purify air of non- 
toxic dust particles of microscopic 
size. 

For More Details Circle No. 132—Page 227 

THERMOCOUPLE WELL: Bristol 
Co., Waterbury 20, Conn.—A thermo- 
couple well which is said to combine 
the characteristics of both metal and 
ceramic tubes is covered in bulletin 
P1261. Physical properties, dimen- 
sions and catalog order numbers are 
listed. 

For More Details Circle No. 133—Page 227 

TRAMRAIL EQUIPMENT: Forker 
Corp., 2044 Random Rd., Cleveland 
6—The company’s complete line ol 
tramrail systems, including tracks, 
trolleys, switches and jib and gantry 
cranes, is described and _ illustrated 
in catalog 109. Line illustrations 
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and photos show details and installa- 
tions of safety type shielded electri- 
fication. 
For More Details Circle No. 134—Page 227 
TEMPERATURE CONTROLS: 
Wheelco Instruments Division, Bar- 
ber-Colman Co., Rockford, Ill.—Any- 
one who has a temperature control 
problem or is interested in industrial 
process temperature control will find 
bulletin F-6149 helpful to him. It 
explains various types of control 
systems and advises about their se- 
lection and correct use. 
For More Details Circle No. 135—Page 227 


WHEELS: Metal Removal Co., 
1516 North Orleans St., Chicago 10 

Catalog 30 classifies porcelain and 
resinoid bonded mounted wheels ac- 
cording to shape, lists their dimen- 
sions and offers advice about select- 
ing the proper shape for the type of 
job that needs to be done. 
For More Details Circle No. 136—Page 227 


THAWING PITS: Hauck Mfg. 
Co., 124-136 Tenth St., Brooklyn 15, 
N. Y.—Radiant heat can be used to 
solve the winter problem of thaw- 
ing frozen railroad hopper cars of 
sand, limestone, coke and other bulk 
substances. Bulletin 1041 contains 


the details. 
For More Details Circle No. 137—Page 227 


METAL AT WORK: Continental 


! Copper & Steel Industries Inc., 345 


Madison Ave., 
New York 17 
Full-color _ illus- 
trations, techni- 
cal illustrations 
and textual ma- 
terial make the 
90 pages of 
“Metal at Work” 
a comprehensive 
study of the 
products and pro- 
duction methods 
of the company’s seven divisions, 
which include the Niagara Falls 
Smelting & Refining Division. Manu- 
facturing processes of each unit are 
explained in detail. 

For More Details Circle No. 138—Page 227 





INDUSTRIAL CRANES:  Over- 
head Crane Division, Harnischfeger 
Corp., Milwaukee 46—Brief copy, 
specifications, explanatory diagrams, 
photographs of installations and 
other material make up the contents 
of a 24-page bulletin on industrial 
cranes, 

For More Details Circle No. 139—Page 227 


VARIABLE SPEED DRIVES: 
Reeves Pulley Co., Columbus, Ind. 
Schematic engineering tracings in 
dulletin G-537 show how a complete 
ine of automatic controls for vari- 
ible speed drives best can be utilized 
to increase production. 

For More Details Circle No. 140—Page 227 


FERROUS CASTINGS: Belle City 
Ma!leable Iron Co., Racine, Wis.— 
Commemorating its 60th year as a 
Producer of ferrous castings, as well 
is the recent expansion of its Racine 
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‘- & 
Precision 
timer 940 


Let BRADFORD 


SPEED YOUR GRINDING WORK — 















Standard 


20 HP. Model 
ILLUSTRATED 


or Special 


60 SIZES AND MODELS 








Bradford Double-End, Heavy-Duty 


Snagging Grinder shown above is just 


one of many Bradford designs that help speed foundry produc- 
tion and reduce costs. With individual, infinitely variable speed 
drive, both wheels can be used simultaneously or individually at 
same or different speeds. Fixtures can be supplied to adapt this 
grinder to special purpose work or special models can be de- 
signed to meet your requirements. Let Bradford engineers help 
solve your grinding problems—you'll profit. 


THE BRADFORD MACHINE TOOL COMPANY 
661 Evans Street, Cincinnati, Ohio 


Precision Since 1840 




















for Top Qua, 


SAND 


Portage (Wis.) Silica 
Century Molding 


*Ottawa Blackhawk Silica 


Muskegon Lakesand 


Tenn. & Ind. Molding 


Utica Crude Silica 
Silko Molding 


*Zircon Sand, Flour and Wash 


Berlin Coresand 
Red Flint Annealing 
New Jersey Molding 
Gallia Red Molding 
Albany Molding 


BONDING CLAYS 


*Volclay, MX-80 (Granular) 
*and Panther Creek Bentonite 
*Goose Lake Fire Clay 
*Grundite Bonding Clay 


ABRASIVES 
Tru-Steel Steel Shot 


*Certified Shot and Grit 
*Malleabrasive Shot and Grit 
*Blackhawk Sand Blast Sand 


*Super-Titan Nozzles 


REFRACTORIES & MISC. 
Cargan Cupola Gun Mix 


Firegan Ganister 
*Microsil Silica Flour 
Fluxing Limestone 
*Five Star Wood Flour 
*Sultron Foundry Flux 


Fluorspar—Lump & Gravel 
Wood—Slabs & Edgings 


*Whse. Stocks carried. 














Main Office: 606 W. Wisconsin Ave. 
MILWAUKEE 3, WIS. 


MILWAUKEE . . DAly 8-0140 
ST. PAUL .. . . EMerson 6312 
MUSKEGON ..... . 4-7248 











NOW — safe, practical 
RADIOGRAPHIC INSPECTION 


at truly low cost... 





Send for bulletin giving specifications, 
construction and operation data, 


TECHNICAL 


6 SCHOULER COURT 


{0 Zz 


¢ ARLINGTON 





With Technical Operations’ DES (a new 
directional 
handling of up to 
Cobalt 60. The DES was specifically designed 
for radiographic inspection of castings, weld- 
ments, assemblies, forgings, etc. It is the first 
real step forward in industrial radiography 
since X-ray. Producing radiation equivalent 
million volt X-ray, the DES can be used 
for thicknesses ranging from less than 12” 
to over 6” of steel, brass, bronze, etc. 


shield) for the safe 
10,000 millicuries of 


exposure 


SAFE — The radiographer need not 
leave the room during exposures, 


PRACTICAL — Exposure times are cut 
from hours to minutes. Calculations are 
easy. Control of the beam is simple. 
Mounted on a castered lift truck. 


INEXPENSIVE — Much lower cost for 
basic equipment (less than $4000). No 
expensive shielded room required. No 
maintenance. No tubes to replace. 
No circuitry to be serviced, 


OPERATIONS INC. 


74, MASSACHUSETTS 





Why they buy 
NEFF & FRY 


Storage Bins 


In the photograph you see how the di- 
agonal-ended staves of a Neff & Fry 
Storage Bin. are laid up. They are 
grooved and beaded to lock together. 
Each course is encircled with as many 
galvanized steel rods as needed to 
withstand the thrust of the load. 

Our bins (often termed silos or 
tanks) are used by scores of America’s 
leading companies for handling more 
than 80 kinds of flowable bulk mate- 
rials; notably, cement, coal, clay, grain, 
gravel, ore, sand, wood chips. 

The reasons: 

Formed under tremendous hydrau- 
lic pressure, the staves are rocklike in 
strength and density. They do not 
spall, rust, or burn. 

Since the walls are only 244” thick, 
the bins have great capacity in rela- 
tion to outside diameter; no wasted 
ground area. 

Despite the thin walls, the structures 
have sufficient load-bearing ability to 
carry heavy superstructures without ad- 
ditional supports. 


NEFF & FRY 














Our wide experience enables us to 
make valuable suggestions regarding 
materials handling systems and equip- 
ment. 

If you want to invest a few minutes 
in mighty profitable reading, ask for our 
folder, “Bins with the Strength of 
Pillars.” 


THE NEFF & FRY CoO. 
214 Elm St., Camden, Chio 





SUPER-CONCRETE STAVE 


STORAGE BINS 





Steel Castings Co. subsidiary, the 
firm has published “Ladle and Mold,” 
a reference work on ferrous castings 
which relates the properties of the 
different types and the methods by 
which they are produced. 
For More Details Circle No. 141—Page 227 
WELDING: Eutectic Welding Al 
loys Corp., 40-40 172nd St., Flushing 
New York, N. Y.—Booklet contains 
recommendations for over 300 types 
of metal joining operations. Each 
section deals with a _ specific base 
metal and the electrodes, alloys and 


fluxes which can be used on it. 
For More Details Circle No. 142—Page 227 


LIFT TRUCKS: Big Joe Mfg. Co., 
900 West Jackson Blvd., Chicago 7 
Catalog M54 offers technical data, 
specifications, dimensions, capaci- 
ties and photographs of manual and 


battery operated hydraulic lift 

trucks. 

For More Details Circle No. 143—Page 227 
INVESTMENT CASTINGS: Kol! 

cast Industries Inc., 16601 Euclid 

Ave., Cleveland 12—-Folder discusses 


the production by the frozen mercury 
investment process of stainless steel 
and high-alloy castings which weigh 
up to 125 lb. 
For More Details Circle No. 144—Page 227 
LADDERS: American Ladder In- 
stitute, 666 Lake Shore Drive, Chi- 
cago 11—If your plant uses ladders, 
you need a copy of ‘‘There’s A Right 
Ladder for Every Job,’ a pamphlet 
which also offers suggestions fo 
their use and care. 
For More Details Circle No. 145—Page 227 
SPECTROGRAPH: | Jarrell - Ash 
Co., 26 Farwell St., Newtonville, 
Mass.—-Construction features, per- 
formance and specifications of the 
company’s 3.4 meter plane grating 
spectrograph are presented in illus- 
trated catalog EB-10-53. 
For More Details Circle No. 146—Page 227 
CYLINDERS: Air & Hydraulic 
Division, Lindberg Engineering Co., 
225 North Laflin St., Chicago 7 
Both the standard catalog line and 
large, special, custom-built heavy- 
duty air and hydraulic cylinders are 
described in bulletin 800. 
For More Details Circle No. 147—Page 227 


LOADER: Maquoketa Co., Clin- 
ton, Iowa—Data sheet describes a 
gasoline-operated loader for the han- 
dling of bulk materials and aggre- 
gates and a gasoline-operated fork 
truck and stacker for a variety of 
materials handling jobs. 

For More Details Circle No. 148—Page 227 

WELDERS’ GARMENTS: East- 
ern Equipment Co., Willow Grove, 
Pa.—Leather and asbestos garments 
for the protection of welders are thi 
subject of catalog section AWP-40. 
For More Details Circle No. 149—Page 227 


CORE OILS: Pelron Corp., 7740 
West 47th St., Lyons, Ill.—Brochure 
on coremaking operations explains 
technical services, core oils, binders 
core washes and core pastes. 

For More Details Circle No. 150—Page 227 
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steel Type “HL” Lab Type “CS” with 
reigh oarter i 5360 24” square screen 
. : control $225.00 and automatic dis- 
Step ahead in this without sieves charge $320.00 
- In- five billion dollar 
Chi- ° 
i market with 
tight | . 
let d 
ae Foundry’s 
bs PLUS 5 
ville, 
per- 
the 
ating 
jllus- " . : me ipsa 7 
What is PLUS 5? It’s your key to 
more business from foundries. It 
vaulic gives every FOUNDRY advertiser a 
Co, 
- bonus he can get from no other 
and source. Here is help in analyzing this 
age market—studying sales territories and 
Ss ar 
potentials—planning the sales effort 
—and creating a constructive promo- 
Clin- tion program to the 5 billion dollar 
es a , “ 
han- | foundry market. It’s time to take a 
ae . Vith 20” sieve $250.00 
gere- new look at this market—and at the pre | or $25 
fork ; , i Also made with : 
‘y of | Unusual selling aids we have for you. 36" sieve $450.00 
, Say PLUS 5 to your FOUNDRY rep- V , 
: a ’ ; All these machines cost less 
resentative and he’ll show you this than 1c an hour for power. 
East- " ‘ : . . 
‘rove o-step program designed 1o move Quickly removable steel rim 
nents more of your products into foundries sieves can be removed, emptied 
e th F and replaced in seconds. Saves 
betas “CR” wi 97% é “osts. 
P-40 Ta a ee Type “CR” with up to 97% of your labor costs 
24” sieve $310.00 Send for free descriptive folder. 
chure 
0 | more then « messrine...ccompise GREAT WESTERN MFG. CO. 
. 
nder’s sales development service 
Penton Building, Cleveland 13, Ohio LEAVENWORTH . KANSAS 
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pipe size 


Murphy Pistol Sprayer ss. 





OVER A MILLION IN USE! 


THE HAMILTON Just pulling the trigger of the MURPHY 
SPRAY GUN PISTOL SPRAYER shoots a stream of black- 
ening into inner pockets that could never be 
$15 reached by the old-fashioned brush or swab 
e 
F.0.B. HAMILTON, O. 





method. This sprayer was designed by a 
practical foundryman and now it is widely 
used for cleaning permanent molds, for 
aluminum and other metals, and also for 
sand-blasting. 

Also a complete line of products designed 
to banish moisture from all kinds of air 
compression systems—A ftercooler, Separa- 
tors, Filters, Traps, and Regulators. 


Write for descriptive literature. 








ree 








PRICES COMPLETE WITH SUCTION HOSE AND SINKER 


























PIPE SIZE 1/16” Lie 1/4” 3/8” 1/2” 
PRICE F. O. B. 
HAMILTON, O. $15.00 | $15.00 | $15.00 | $17.50 | $22.00 











Complete with a 4!/, ft. length of suc- 
’ ' 


tion hose and sinker. For spraying 
mold pos Fv with i; + ir ie AFTERCOOLERS © SEPARATORS © STRAINERS © TRAPS 
ae. sone. See ' eo SPRAY GUNS © PISTOL SPRAYERS 


cleaning motors and machinery, for 
JAS. A. MURPHY & CO.,INC. 








laying dust, for spraying hot roofing 
materials, and many other uses. Trig- 
ger control, guaranteed. HAMILTON, OHIO 

Moisture Elimination Up To 3000 Pounds Per Square Inch 























for handling hot materials COLOR 


in excess of 300°F...! 
YOUR 


CORE SANDS 


Modern foundries have found it practical to color 


their various grades of core sands. This eliminates 





Dic Miatie< Giaaiibicy” Gigi totes ae “a guesswork and assures the proper use of the re- 


the heat, abrasion and weer when elevating quired type of core sand for the particular job at 


or conveying. 
hand. 
Highest quality duck and rugged compound- 
ing hold the fasteners in a permanent bond Our laboratories have developed a line of special 


that just won't let go... 





dyes in a range of colors that have been carefully 


Unusual lubricity eases it around pulleys 
without strain or undue stretching . . . Get tested and found suitable as well as economical. Core 
Dandux Belting for longer life and lower main- einai 
‘ciaidnie: Write us for details and samples. pack 
and 


EATON CHEMICAL AND DYESTUFF COMPANY | } ic. 


1490 Franklin Street 


tela & 
STITCHED 


Detroit 7, Michigan 





C. R. DANIELS, INC., Belting Division 


CHICAGO 6, ILL. BALTIMORE 16, MD. ° ° 
549 W. Randolph St. 4900 Wetheredsville Rd Canadian Branches: Windsor and Toronto 


Offices in Principal Cities 
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Let This “Oliver” Planer 


help produce smooth and 
accurate patterns 
at less cost 





thick. One-piece base assures 
upper 
housing. Feed mechanism enclosed for safety and longer life. 


Takes stock up to 30” wide, 8” 


permanent, accurate alignment of parts. One-piece 
All revolving parts 
Hand brake 


261. 


Enclosed worm gear drive for feed rolls. 
mounted on ball bearings. Unique chipbreaker. 
brings cylinder to quick stop. Write for Bulletin No. 


‘‘Oliver’’ makes a full line of Surfacers, Jointers and 
other woodworking machinery for pattern shops 


OLIVER MACHINERY COMPANY 


Founded 1890 GRAND RAPIDS 2, MICHIGAN 

















REDUCES 
CASTING REJECTS 


Core support failures are 
minimized because you can 
pack sand better under head 


PATENTED 





, and around stem of this chap- 
let. 


WRITE 


FOR 


BULLETIN 
CLEVELAND CHAPLET & MFG. CO. —_ 


26470 Lakeland Bivd. 
Cleveland 22, Ohio 


CLEVELAND 


Since /890 


showing various types of 


Cleveland Chaplets. 
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COLUMBIASOUTHIERM 
SODA BRIQUETTES 


The 


Briquettes have been scientifically designed to do a 


size and shape of Columbia-Southern Soda 
faster, better desulphurizing job in Blast Furnace and 
Foundry operations. 

The walnut form exposes maximum surface area 
and it is a known fact that the amount of contact is 
a highly important factor in determining the percent- 
age of sulphur reduction. 

Aside from speedy and efficient desulphurization, 
Columbia-Southern Soda Briquettes accelerate pro- 
duction, increase fluidity, quicken the release of 
gases and impurities, allow for automatic slag skim- 
ming, and improve the refining value of the iron. 
““Columbia- 


Packed in 100 Ib. 


bags; easy to handle and store. 


Order your supply today by name 


Southern Soda Briquettes.”’ paper 


\ COLUMBIA-SOUTHERN 
CHEMICAL CORPORATION 


SUBSIDIARY OF PITTSBURGH PLATE GLASS COMPANY 


IMATE SOUTHER 
ONE GATEWAY CENTER 


PITTSBURGH 22, PENNSYLVANIA 


District Offices: 
Dallas * Houston * Minneapolis * New Orleans * New York * Philadelphia 


Boston * Charlotte « Chicago * Cincinnati * Cleveland 


Pittsburgh © St.Louis * San Francisco 


tb 
~] 














FLOW STOPPAGE 
COSTS MONEY! 


PneuBin will solve your flow stoppage .problems and 
help reduce your operating expense. When materials 
hang-up in your bins and hoppers, PneuBin starts them 
flowing again. The PneuBin unit consists of a steel- 
backed neoprene panel, mounted on the inside wall of 
your bin. By the pneumatic inflation and deflation of the 
panel, the bin contents are displaced and disturbed to 
activation. After the diaphragm has collapsed, the air 
control unit (operating off the regular plant air supply) 
starts another cycle of inflation and deflation. The 
process continues automatically at whatever frequency 
is set on the air controller. 

Because the neoprene panel is resistant to oils and 
most chemicals and is also thick and tough enough to 
withstand severe abrasive service, PneuBin is applicable 
to most any bin flow problem. 







- 


1 | 


to death... 








Sizes: PneuBin panels are available in 14 standard sizes, 
4” to 24” wide, 6” to 72” long. Special sizes can be made if 
required in quantity. 


Send for “Flow Stoppage Report” and free literature. 
PneuBin engineers will gladly make recommendations, 
with no obligations on your part. 


PneuBin is a product of 


a’ GEROTOR MAY CORP. 


BALTIMORE 3, MD. 


de |'\@) (0): 


HYDRAULIC PUMPS & MOTORS 














HILADELPHIA 


OKE 


PHILADELPHIA COKE COMPANY 


4501 Richmond St. 
Philadelphia 37, Penna. 
PHONE: DELAWARE 6-3100 


Producers of 


FOUNDRY - METALLURGICAL 
INDUSTRIAL COKE 








cr 











NEWCOMB-DETROIT 


PIONEERS IN ENGINEERING, 





MANUFACTURING & INSTALLING OF 


“Yni-Wash" 
DUST COLLECTORS 


Recirculating Water Type 
— Compact—Efficient—Proven by 
Foundry Users 


« 
“Scrall-Aire’” CORE OVENS 


More Air Circulation— 








Faster Bake and For Bulletins and 
Quotations,Wire, 


Write or Call— 
NEWCOMB- DETROIT 


Better Cores 


ESTABLISHED 1912 
e DETROIT DIVISION 
@ GRAND RAPIDS DIVISION 


e NEWCOMB INDUSTRIES, LTD., 
WINDSOR DIVISION 


5755 Russell St., 
Detroit 11, Mich, 


TR 3-2100 
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“THEY STAND THE — 


_ Meme 


— 
MELTING POTS 


D) | i oy-\.) MO) BS 
INGOT MOLDS 


... FOR MELTING NONFERROUS METALS 











MADE OF WRITE FOR 
SPECIAL M-HEAT @ SCHEDULE OF 
RESISTING IRON 40 SIZES 


” FOUNDRY COMPANY 


2502 22nd St. Phone: Detroit 16, Mich. 
Tashmoo 5-2404 












No. 4 DAYTON RING VALVE Who designed your 
niladadiedi NEW 160 foot 


RAMMER El convevor? 


MORE POWER—MORE SPEED 


You'll get more production with 
these faster, more powerful ram- 
mers and at the same time sub- 
stantially reduce maintenance 
costs. 













We did, right from 
the Barber-Greene 


REDI-FAB CATALOG 


The B-G Redi-Fab y) 


series meets the \ 
needs of 2 out of 3 





The Valve Units will last for years. 
The Cylinder Bores and Piston 
Rods are HARD CHROME 
PLATED which doubles the life 
of the Rammer. Many of the larg- 
est foundries in the country have 
already adopted them as standard. 


Made in six sizes to meet every perenEeny sonra yey 
requirement. 


installations yw 
Send for Bulletin 300 


DAYTON PNEUMATIC TOOL Co. fe your 8.6, distribute 


Manutacturers of Pneumatic Toole Since 1903 


DAYTON, OHIO 











Barber-Greene 


AURORA, ILLINOIS, U.S.A. 
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REDUCE Cupola fies 
MAINTENANCE COSTS... “CEMENT GUN” | 


Foundries, using their own ‘Cement Gun” for cupola restora- 
tion work, experience an immediate reduction in ‘‘down-time”’ 
since there is no time lost waiting for outside contractors. 


Refractory material is placed in a relatively short time .. . 
a lining 1’ to 2” thick can be placed in one continuous opera- 
tion or patches can be made in a “hot” furnace. The 
“Cement Gun” places from 1 to 6 thousand pounds of re- 
fractory material per hour. 














The ‘Cement Gun” is easy to operate . . . two or three of 9 
your own men, quickly and easily, learn to make all your 
cupola repairs. 
" Refractory material can be “tailor-made” to your needs .. . 
& uniformity in refractory mix results in linings that do not 
fo easily “check” and fall off. Any dry refractory material with 
. a grading similar to sand can be used. 
Use of the “Cement Gun” saves manual labor, reduces costs 
and saves time . . . permits increased production through 
longer heats and more tonnage. 
Write today for free “Cement Gun” catalog. No obligation 
on your part, of course. 
GENERAL OFFICES — ALLENTOWN, PA., U. S. A. } 








REDUCE OPERATING COSTS 
with 


AQUADYNE 
vin TAYLOR MADE 


the only complete line of i Wet Water g ctem 
ALLOY STEEL CHAIN §f, 502 core sano wlll. 


nr 
becaves AQUADYNE Wet Water produces a vastly superior, 
smoothly blended sand mix and reduces amount 
of core oil needed. 


e FOR MOULDING OPERATIONS 


AQUADYNE Wet Water spreads, diffuses and pro- 
duces a faster penetration with moulding mate- 
rials—resulting in sharper, cleaner castings 
and fewer rejections. 


e FOR SAND CONDITIONING 


Sand mixing is simpler, faster and more 
efficient. The Aquadyne System saves 
water, as well as time because its unusual 
low surface tension gives instantaneous 


f h i f i 
eveaee Of euch groin of cond 8 eee 


e FOR DUST CONTROL *Any ordinary water 


te é supply can be hooked 
There’+ nothing better than AQUADYNE. up to our specially de- 
signed Hydroblender. 
Each Aquadyne multi- 


\Q 
SAFETY — ECONOMY i 
— DEPENDABILITY t 





TONG LIFE! 












@ Taylor Made Alloy Steel Chain has twice the 
tensile strength (125,000 Ibs. P.S.I.) of 
wrought iron chain (48,000 Ibs. P.S.I.)! 








@ This famous nationally advertised chain is 
heat-treated—never requires annealing! 


@ Ithas tremendous resistance to shock, grain- 
growth and work-hardness at all temperatures! 


@ All slings are furnished with amazing new 
Taylor Made Alloy Steel Tayco Hooks! 


®@® Rings, joiner links and other sling attach- 
ments are of the same analysis, heat-treated 
alloy steel as the chain. 


5. G. TAYLOR CHAIN CO., Hammond, Ind. 


Send coupon rx] Write for our free booklets, ‘‘The phase es . one 
Theory of Wet Water’’ or ‘‘Controlling 1,000 gallons of we 
Dust in Industrial Plants’”’ water for less than ‘% 

Yor free folder cent a gallon. 








eceeeeeeeoeeeeeoeeeeee 
S.G. Taylor Chain Co. 
Dept. 18 Hammond, Indiana 


e 

e 

© 

® Rush free copy of Booklet No. 12C AYIOR TADE 

: giving all the facts and specifications Hy 
. 

e 

. 

* 





441 LEXINGTON AVENUE 
NEW YORK 17, N. Y. 
TEL: VANDERBILT 6-2750 


on Taylor Made Alloy Steel Chain! A GREAT NAME IN 


are ' ( baht + SINCE 1873 
Address 
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These Four BLAW-KNOX Suckecs 


Help Solve Your Rehandling Problems 
for Average or Unusual Conditions 


FOR AVERAGE HEADROOM 

















THERE is a type and size 
of Blaw-Knox Single- 
Line Hook-On Foundry 
Buckets to meet a wide 
I range of operating con- 
ditions. Blaw-Knox can 
’ best give you the compe- 
tent engineering service 
» that makes possible se- 
lection of the bucket 
Sy S <=. suited to your needs. 
a 
Here's Why Maynard Steel Company FOR EXTREMELY LOW HEADROOM 
Uses R & J Aluminum Bottom Boards! 
1. No heavier than wood—but won't char, smoulder, = ; 
or burn like wood. THIS Single-Line Hook- 
2. Much cheaper than magnesium—and won't fuse. ncn nade be 
3. R & J's are scientifically designed for extra strength, headroom is extremely 
and properly vented for gas release. limited. The 34 yd. ca- 
4. R & J's are pound for pound less expensive than pacity bucket requires 
flimsier competitive brands. only 6'7” operating head- 
5. R & J’s stand up year after year. (Boards in foreground room. Also available in 
have taken 7 years’ constant use at Maynard) larger sizes. 
p R & J] Aluminum Bottom Boards can be custom- — . ar 
made to meet YOUR particular requirement or design. ‘ 
j For full details—price list—quotations, contact: FOR COKE AND SAND 
610 South 94th St. ° ° 
” R& J Foundry Co. Milwaukee 14, Wis. “Shark Tooth’’ Single-Line Hook-On Buckets 





liner plates, the same 
sand leakage! The illus- 


~ HERE’S the answer to 

| the problem of handling 
SUCCESSFUL FOUNDRIES EVERYWHERE 

dual purpose Blaw-Knox 

Bucket handles both, 

‘“ tration at the upper right 

shows an open head type 

SAFCO Core Oils... Single-Line Hook-On 

Bucket, rated 1 cubic 


coke and sand ... simply 
ARE SAVING MONEY WITH with minimum degrada- 
yard, with liner plates ap- 


by adding or removing 
tion of coke and without 
plied inside of the shark 





%*& LOWER CORE AND CASTING LOSSES teeth for handling sand, 
coal, small limestone and 

*& REDUCE SHAKE-OUT TIME AND LABOR granular fines. Illustrated 
at the right is a closed 

* CUT CLEANING ROOM COSTS head type 1 cubic yard 
Shark Tooth Bucket 

% DECREASE BAKING TIME without liner plates for 
coke handling. 

* REDUCE CORE GAS AND SMOKE Blaw-Knox Shark Tooth 
Buckets are available in 

* ELIMINATE CORE-BOX STICKING a wide range of sizes and 


for different headroom 
conditions. 





Foundries of every type and size are cutting losses 
Write for Bulletin 2232 today 


and saving money by putting a SAFCO core oil 
to work for them. In the comprehensive SAFCO BLAW-KNOX COMPANY 
Blaw-Knox Equipment Division 


; ; : 2097 Farmers Bank Bidg., Pittsburgh 22, Pa. 
practice and: give outstanding performance... New York + Chicago + Philadelphia + Birmingham 
Washington + San Francisco 


BLAW-KNOX 


line there is the correct oil to fit your foundry 


. WRITE FOR FREE LITERATURE — TODAY ! 
Sa Bi OIL PIONEERS FOR OVER 100 YEARS 


SWAN-FINCH OIL CORPORATION 


205 EAST 42nd STREET - NEWYORK 17 N.Y. 
BUFFALO . CHICAGO . 2G he) . MEMPHIS 


FOUNDRY BUCKETS 
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HERMAN NELSON 


UNIT HEATERS 


Lipa 1 

WU / | 
Choose the right heater in the right size from the job-rated 
line of Herman Nelson Horizontal Unit Heaters. Eighteen 
sizes handle every heating need, all are designed to use 
either steam or hot water. You get quick heat—no warm 
up to waste fuel and electric current. Get the best—and 
most beautiful—get Herman Nelson Unit Heaters. Available 
also in Vertical, De Luxe, Gas Fired and Industrial models 


Write for descriptive literature. 


_ on Aix Fitter 


COMPANY, INC. 
erman 266 Central Avenue, Louisville 8, Ky. 


CSO} pMERICAN AIR FILTER OF CANADA, LTD. 
Montreal, P. Q. 








WELDED AND BOLTED 
TYPES © ALLSIZES * 
COMPLETE CONTROL 
EQUIPMENT * 26 YEARS 
A LEADER IN MAGNETIC 

wm, MATERIALS 
4 HANDLING. 


SHORT CUT /; 














THE OHIO ELECTRIC MFG. CO. + 5900 MAURICE AVE. + CLEVELAND 4, 0. 


Associate Member Institute of Scrap Iron and Steel, Inc. 











CROBAUGH LABORATORIES 


Chemists—Metallurgists 


FOUNDRY SERVICE 
THE FRANK L. CROBAUGH CO. 


Phone SUperior 1-4712 CLEVELAND 13, O. 











PRODUCERS * 
CORE SAND 
mewcax cry wove  GORPORATION 


a MICHIGAN CITY, INDIANA 











"THAT GOOD” 
FOUNDRY COKE 


DEBARDELEBEN COAL CORPORATION 


2201 First Ave., North @ Birmingham 3, Ala. 
Phone 3-9135 














ENGINEERS 


FOUNDRY MANAGEMENT “CONSULTANTS 

3110 WEST FOND DU LAC AVE., MILWAUKEE 10, WIS. 
There is no better time than NOW to soview incentives, meth- 
ods, scheduling, production control and paperwork processes. 














GLOSSARY OF FOUNDRY TERMS 


Compiled by Ed Bremer, FOUNDRY Metallurgical Editor 


This extensive glossary of foundry terms was 

compiled from a wide variety of sources. Ar- $0 
ranged in handy booklet form, it is a valuable _— 
reference for every foundryman. 48 pages. 

PENTON PUBLISHING COMPANY, Book Department 
1213 West Third St., Cleveland 13, Ohio 
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Master (Ewer 


HARD CHROMED - PORTABLE PNEUMATIC TOOLS 





DO MORE WORK AT LESS COST 


because they deliver more power per cubic foot of 
air consumed, are light in weight for easier maneuver- 
ability and they retain their new tool power longer. 


ARE PREFERRED BY OPERATORS 


because they are lighter in weight, better balanced and 
designed to reduce shock and be free from vibration. 


IF YOUR PROBLEM INCLUDES 


chipping, ramming, grinding, buffing, sanding or 
wire brushing, write us today for full particulars. 


THE MASTER PNEUMATIC TOOL COMPANY; INC. 


ORWELL, OHIO © U.S.A. 


SALES * SERVICE * STOCK * COAST TO COAST 


PENN BUCKETS 


Careful balancing makes Penn Buckets 
self dumping when loaded and self 
Welded con- 
makes 


righting when empty. 
struction prevents “clinging” 
them empty easily and completely. 

WRITE TODAY FOR NEW BULLETIN AND 
DIMENSION SHEET 


No. 4-A 
Self-Dumping 
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v/ 
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PENN 





tel, Bi fe) 1 ears 


READING, PENNA. 
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Whats Your 
Serap Loss? 


A few cents invested in genuine Porcelain 








Products Ceramic Strainer Cores can save you 
dollars in production costs! 


With Ceramic Strainer Cores in the 
gates, you'll turn out smproved castings free from 
slag ... cleaner castings that mean fewer rejects 
and /ess time in the cleaning room. In short, 
higher quality castings for your customer... and 
at no extra cost, because the additional foundry 
profits realized from increased production, fewer 


rejects and lower cleaning costs will more than 
pay for 


May we send samples and complete information? 


Ceramic Strainer Cores used. 








@ Substantially reduce chipping, welding 
and grinding. 2 


@ Dependable ... won't fracture under 
molten heat. 


—- 


ones 
@ Available in sizes to covera wide “I,~s, 


range of requirements. 





@ Packed for safe, easy handling. 








Porcelain Products, tae. 


FINDLAY, OHIO 











CKY-BLAST- 


The Modern Power Roof Ventilator 








Wind ‘ite 


Automatic Butterfly Dampers 


Positive Damper Stops 





Maintenance-Free Bearings ~ Curb Base 


Airfoil Propeller Patented Tip Seal 


R&M All-Weather Motor 











Most economical way to expel 
heat, fumes, smoke 


[his modern power roof ventilator is backed by 20 years of 
research and engineering. 

Famed airfoil propeller, powered by the All-Weather Rob- 
bins & Myers motor, sweeps up heat, moisture, dust, fumes— 
then blasts them high into the outside air. Wind guard and 
throat design assure constant performance regardless of wind. 

Automatic butterfly dampers open wide on minimum fan 
pressure for guide vane effect and virtually unrestricted air 
How. Galvanized roof over damper shaft and bearing supports 
provides rainshed when fan is not operating. Easily mounted 
on any type roof, Sky-Blast provides air deliveries up to 78,800 
CFM. Low silhouette cuts down roof stresses. Our engineers 
will be glad to give you free advice on any ventilating problem. 

Write for Catalog 680-F. 


-gFi2 JStSaF 
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Man Cooler Direct Drive Tubeaxial Vaneaxial 
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EDWIN S. CARMAN, INC. 
LEE ROAD AT MAYFIELD 
CLEVELAND 18, OHIO i 1) 





A COMPLETE FOUNDRY SERVICE 


MECHANIZATION 
































TUMBLING BARRELS 


Roller Bearing throughout 
Direct Motor Drive with Speed Reducer 
V Belt Motor Drive—Tight & Loose Pulley Drive ' 


ROYERSFORD FOUNDRY & MACHINE CO. 


BOX F 
ROYERSFORD, PA. 
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Patterns 
COME CLEAN 


from the sand when they are 
coated with hard, heat-and-abra- 
sion resistant CO-LOIDAL-AC Lac- 
quer. You will like the improved 
mold quality obtained and the 
extra long life of this superior 
finish. 

Direct factory-to-you sales makes 
possible exceptional value. Avail- 
able in gallons or drums, clear or 
colors. Place in trial order today. 


WRITE FOR COMPLETE 
INFORMATION 











AMERICAN LACQUER SOLVENTS CO. 


Perkiomen Junction, Phoenixville, Pa. 








GAS, OIL AND ELECTRIC 


FURNACES 


For all annealing and 


heat treating requirements 


THE ELECTRIC FURNACE CO. s SALEM, OHIO 
Canadian Associates @ CANEFCO LTD. @ Toronto |, Canada j 

















Extended Shaft | 


WELLMAN 






INSTANT “ON-AND-OFF’ a 
SERVICE ANYWHERE | pax 
The Wellman “Hook-on”, single-line bucket Barr 


is designed to provide clamshell bucket servic 
at any crane hook where suitable hea: roo” 
and hoist capacity are available. 

Hook the yoke over the crane hook and t! < 
bucket is ready for work. When the jo) © 
finished, take the yoke off the hook and the 
crane is free for other duties. 

Capacities from ¥% to 2 cubic yards. Writt 
for free bulletin. 


THE WELLMAN ENGINEERING CO. ctevecano «ono 


FOUNDRY 





Febru 
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OHIO 
Canada 
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TERRE HAUTE 


SPECIAL 


FOUNDRY COKE 


A QUALITY PRODUCT 





Sold Exclusively by 


Rerepebnric Coat & Coke 


8 South Michigan Ave., Chicago 3, Illinois 





BRANCHES; Peoria 


Manufactured at Terre Haute, Indiana by INI GAS & CHEMICAL COR 





LOOK 
AT THESE 


BARNES 


@ Special equipment 


assures perfect welds. 
Controlied anneal pro- 





vides flexibility and 
Barnes Welded Band Saws 


are available in ARC LINE; 
RAKER and WAVY SET and 
Bornes SKIP TOOTH. 


strength. 

@ Consistent quality —rigid 
inspection. 

@ Tailor-made to exact 
length—NO SCRAP. 


DE TRONT GAANES usa @ Prompt delivery from 


local Distributor's stock. 


W. O. BARNES CO., INC. 


1288 TERMINAL AVE., DETROIT 12, MICH. 
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features 
mean 


BETTER LOOKING 


ASTINGS 


When correcting blow or sand holes, 
surface blemishes, or rough and 
porous areas in Castings, you can 
depend on Smooth-On Foundry 
Cements, standard of the industry for 
more than 55 years. They are easy to 
apply, harden quickly, stay firmly 

in place. 












With 4 different shades to pick from, 
you know you can get a close 
match for your castings. 


4AA—Light gray, fine texture 

4A —Medium gray, medium texture 

4B —Dark gray, coarser texture 
also 

9—Bronze or Brass 


Rigid quality control means you can 
be sure that the strength and color 
of Smooth-On Foundry Cements 
will not vary from one order to the 
next. Every lot of Smooth-On ce- 
ments is laboratory tested and must 
satisfy tests for setting time, hard- 
ness, and color before it is 

packed for shipment. 





FREE SAMPLES 


Why not try one or more of these 
Foundry Cements at our expense? 
We will be glad to send you a free 
sample of any of the cements described 
above if you will write us on your 
business letterhead. Write today, and 
see how Smooth-On can improve the 
appearance of your castings. 


SN MFG. CO. DEPT. 17 


unipaw Ave., Jersey City 4, N. J. 


OOTH-ON 


DRY CEMENTS 


80-309 


281 








CENTRIFUGALLY CAST ADJUST IT TO YOUR JOB! 


























mee . j f e 
CYLINDER a foc 
iste... i 
LINERS ) £ 
DIESEL } v 
ENGINE ; 
LINERS c 
. . . . . ‘ F 
BRONZE Eclipse Vari-Set Adjustable Air/Gas Mixer | ‘| 
BUSHINGS You can adjust your gas-fired equipment to da 
on the new operate at your requirements a/ways with this ra 
simple, completely adjustable air/gas mixer on » 2 
WATER-COOLED the job. Corrects for piping roughness, size 
Model M-WC and type of port variances and other variables. T 
7 . . . . ye 
(Illustrated) No jet changes. No piping or equipment if 
- ; changes. Modernize your combustion equip- M 
Utilizes low cost permanent molds of available steel tubing : <3. 5 Mecthilics 4 oft y m 
to produce gray machinable cast iron or bronze bushings. ment mow to get increased Nexibility and ell- m 
er eC A 
Water cooled molds can be maintained at either high or low temperature ciency. Write for Bulletin L-700. Ol 
easily. High or limited production in very small space with unskilled rem — 
labor. Completely safe for workmen. Simple, sturdy equipment. Quick ee, 
changeover from one mold to another. Practically 100% metal yield of f 
high quality, denser castings. Metal porosity eliminated. 4 M 
re 
Write for new Bulletin #153 Illustrating Model M-WC tu 
ca 
RESEARCH FACILITIES : de 
Built-in adjustment Gas selector easily Butterfly valve has dr 
We have available an Experimental Foundry equipped for ferrous and permits operation and accurately dial setting, with 
non-ferrous melting for both vertical and horizontal centrifugal casting at wide range of adapts mixer to all high-low limits, to 
production. Our facilities are available to foundries for research or trial port areas. commercial gases. control air supply. 
centrifugal castings at low cost. Ex 
‘la 
e e hi dr 
Centrifugal Casting Machine Co. ECLIPSE FUEL ENGINEERING CO., Rockford, Ill. 
} Mt 
P. O. Box 947 Tulsa 1, Okla. ECLIPSE FUEL ENGINEERING CO. of CANADA, Ltd. Toronto, Ont. = 
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Help Wanted Help Wanted Help Wanted We 
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i FOI 
CONSULTING AND scieaniehiaiciiiidaiiaiaat WORKS MANAGER = 
SERVICE METALLURGIST en : f = nt ahaa aes ‘ or Well-known steel foundry located in middle west Stee 
, verintenden 18) idale estern gray iro -anacitv as r ff works ‘ 
Must have technical background and malleable vk tac FS 100 to oo. etc car ae Age with 400 ton capacity, has opening for work sent 
foundry experience 38 to 48 “ fer tbl ain ii I “e sieslanse "ai manager or assistant works manager. and 
’ 3 oO yreferable. ongineering re 4 p= . ae a ¥ ¢ P re ab 7 
Should have inclination and personality to work sired but Ba have had ni ee experience Must be a technic al man of proven: a : RY 
towards sales position and be prepared to travel P rmanen : ea in. a pyre an # Sieatl = Submit data covering experience, education, ag¢ i — 
. e anent rOSitio outstanc Zz orgs zation, Re PT a es Oe z iva, 
Write stating full details and salary expected i gs references and salary desired. j : 
BOX 933 All replies confidential. You 
BOX 921 ee BOX 945 year 
FOUNDRY CLEVELAND 13, OHIO FOUNDRY CLEVELAND 13, OHIO FOUNDRY CLEVELAND 13, OHIO : tech: 
nica) 
Tans . . ~ : ; , _MAN—W f -RN cING FE Clev 
GENERAL FOUNDRY FOREMAN FOREMAN—WOOD PATTERNMAKI: Ss ey 
FOUNDRY FOREMAN ‘stablishe F acture heavy machinery 
Unusual opportunity in semi-mechanized found- ee eee tg en " 
For alloy electric steel foundry. Location: Cal ry. Must have thorough knowledge of machine, ployment " patternmaker with minimum of fiv’ = 
ifornia, First reply must state complete infor- T0llover molding, gating and rigging for produc- Yaar.) foundry experience. This is a permanent [| pect, 
mat g too EO ducation : mee , tion and jobbing work Applicant must know ac berm ei AeA na satin: ap : | pect 
RE OD ne Per eOnAN Ta 43 phases of general foundry work and _ be position. Personally build and make necess: ; Fol 
_— capable of producing sound castings economical- en ia peor ge mage fe bapinsod - 
BOX 932 ly We recognize that it will take an applicant eee ns ck ca : 
; : , , some time to familiarize himself with our prob- | 176 ep spesobia agen tge ae : Tae cakes 
FOUNDRY CLEVELAND 13, OHIO | Jems. This position could develop into assistant and pantera State age, toga loam Re a 41 
superintendent in a fast growing, aggressive and _Salary ; expected. Address: Box l 
a aansieua’ organization. Location: Ohio. Address: Box 925, FOUNDRY, Cleveland 13, Ohio. ae 
cal anes FOUNDRY, Cleveland 13, Ohio FOUNDRY SUPERINTENDENT 
. — ; Unusual opportunity in medium size brass 
a — — pe Bcc ag size op ral EQUIPMENT SALES ENGINEER minum and iron foundry in Southeast. Long 
cate in idiana, pouring 45 to od tons of iror 2 2 e Ae a = ee inhandest ces 
per torr ell ienadre with complete me- Leading foundry equipment manufacturer seeks ee et ee ee gram 
artnet, cupola charger ie Bananas ini experienced sales engineer for profitable East- with thorough knowledge of machine and x oh 
inn a unGite ics Ae eecaiionk cmmamiemitir’ tae ern territory. Must have both foundry and sales molding, gating and setups for jobbing and rs 
(i S per day. xcellent opp< inity fo a : ‘ , otal , duction work Applicant must Know all phases acs 
right man. State age, past experience and ¢XPerience. Write, giving full details of personal “er é : - ae cet es —— 
salary expected. Address: Box 901, FOUNDRY background, experience and references. Address: “ nace Rage ged ao sabes aploeeehers 
Maviand 43 Yhic ae ce : * Box 908, FOUNDRY, Cleveland 13, Ohio. ressure-tignt and porous-iree castings € ; We 
Cleveland 13, Ohio, ‘ ad ws wi ically. Prefer applicant not over forty-fi é 
PATTERN MAN FOUNDRY SUPERINTENDENT tee fg a ee Ly gg ty eg ; proce: 
. 4 , . sx pectec Adaress: OX Do, i ( . nr, 
For gating and rigging wood and metal patterns Gray iron job foundry. Practical and technical coe 13. Ohio , -ecaiage 
and core boxes. To make repairs and changes knowledge in sand and nodular iron. Must have . . am nice i 
work with foundry superintendent to keep low scrap record and outstanding labor rela- ENGINEER RY ( 
equipment in A-1 shape Have complete new tions. Machine tool castings weighing up to 16 Young foundry engineer familiar with ma bie 
pattern shop, well equipped Age required: 30 tons. Pouring up to 35 tons per day. Sixty and gray iron practice for a foundry in Wester! , 
to 50 years. Aggressive medium size foundry employees. Excellent opportunity for top man. New York State. Write, stating qualificatior bine 
Address: NOBLESVILLE CASTING COMPANY, Address: Box 895, FOUNDRY, Cleveland 13, and experience. Address: Box 928, FOUN!)RY tHe. 
INC., NOBLESVILLE, INDIANA. Ohio, Cleveland 13, Ohio. Bins 
282 FOUNDRY Brey 
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Help Wanted 


CHIEF INSPECTOR 


Aluminum permanent mold foundry. Must be 
experienced in foundry procedures as well as 
casting layout and inspection, Good opportun- 
ity for qualified man. Give full details. Address: 
Box 903, FOUNDRY, Cleveland 13, Ohio. 


FOUNDRY METALLURGIST 








With experience in cast iron foundry practice. 
Prepared to travel. State age, experience, and 
salary reqquired. Address: Box 923, FOUNDRY, 
Cleveland 13, Ohio. 
GENERAL SUPERINTENDENT 

For malleable iron foundry. Applicant must 
have had experience in production shop. Metal- 
lurgical background desirable. Please state age 
and experience in reply. Must be familiar with 
malleable iron gating, molding technique, etc. 
Address: Box 927, FOUNDRY, Cleveland 13, 
Or 





MAINTENANCE FOREMAN 
i supervise the maintenance problems in a 


partially conveyorized foundry and be capable 
yf organizing, setting up maintenance records 
and requisitioning material as needed for 
maintenance problems. Must be able to handle 
maintenance crew efficiently. Location: Ohio 
Address: Box 926, FOUNDRY, Cleveland 13, 


Ohio 





CHIEF INSPECTOR 
FOR STEEL FOUNDRY 
Medium sized steel foundry located in the East 
requires chief inspector. Company manufac- 
tures valve, turbine, machine tool and ordnance 
castings from 1 1b. to 2,000 lbs. In reply give 
details of experience, salary desired, etc. Ad- 
dress: Box 856, FOUNDRY, Cleveland 13, Ohio. 


METHODS AND TIME 
STUDY ENGINEER 





Experienced in production iron foundry. First 

‘lass man required. Relocate Middlewest. Ad- 

dress: Box 949, FOUNDRY, ‘leveland 13, Ohio. 
PATTERN SHOP FOREMAN 


Must have thorough knowledge of patterns used 
in production of railroad castings. Send resume 





of education and experience. Address: Box 913, 
FOUNDRY, Cleveland 13, Ohio. 

CHIEF METALLURGIST 
Aluminum foundry. Knowledge of metals and 
sand control essential. Submit complete work 
history and salary desired. Address: Box 95s, 


FOUNDRY, Cleveland 13, Ohio. 


TECHNOLOGIST 








Experienced in cast iron and foundry practice. 
Prepared to travel. State salary required and 
full qualifications, Address: Box 924, FOUND- 
RY, Cleveland 13, Ohio. 
WANTED 

Young man experienced in pattern making for 
malleable and gray iron practice for foundry in 
Western New York State. Write stating qualifi- 
itions and experience. Address: Box 929, 


FOU NDRY, Cleveland 13, Ohio. 








CHIEF METALLURGIST 
Steel foundry. Knowledge of sand control es- 
sential. Submit complete work history record 
and salary desired. Address: Box 912, FOUND- 
RY, Cleveland 13, Ohio. 

ENGINEERING GRADUATE 
Young engineering graduate with two or three 
years foundry experience and an interest in 
technical writing to join editorial staff of tech- 
ical magazine. Address: Box 960, FOUNDRY, 

land 13, Ohio. 








" SALESMAN-SUPERINTENDENT 


nonferrous foundry. Give nationality, ex- 
perience, age and references. Also salary ex- 
pected Chicago area Address: Box 938 
FOUNDRY, Cleveland 13, Ohio 


Positions Wanted 


; MASTER MECHANIC 
Experienced in all phases of machine shop work, 


plant and equipment maintenance, have suc- 
‘essfully developed preventive maintenance pro- 
grams, Ability to handle men, over ten years’ 
supervisory background. Married, age 37, Ad- 
de 30x 942, FOUNDRY, Cleveland 13, Ohio 





FOUNDRY EXECUTIVE 


We versed in all foundry procedures Consult- 








ng on metallurgy, sand, quality control. melting 
procedures production and_ general — ry 
pr ems Desire position hee gré i 
foundry teferences. Address: Box 939, FOU ND- 
RY Cleveland 13, Ohio 
f GENERAL FOREMAN 
“a or small castings in gray iron or non- 
er iS, green or dry sand. Twenty years’ prac- 
t experience in all foundry details. Address: 
Box 943, FOUNDRY, Cleveland 13. Ohio 
February 195 

uary 1954 


All 


Positions Wanted 


SALES EXECUTIVE 


Seeking challenging sales position with progres- 
sive manufacturer of machinery or equipment 
for the foundry industry. Eighteen years’ in- 
dustrial sales experience, including direct sell- 
ing, administration, advertising, sales promo- 
tion, and market analysis. Graduate mechanical 
engineer and business management courses 
Many foundry industry contacts Replies con- 


confidential, 
BOX 959 
CLEVEL 


sidered 


OHIO 


FOUNDRY AND 13 
MANAGER OR SUPERINTENDENT 
Experienced in gray iron, brass, steel and mal- 
leable. Graduate metallurgist with experience in 





all branches of the foundry. Have held executive 
position and desirous of position with progres- 
sive company 41 years old. Address 30x 9D 
FOUNDRY, Cleveland 13, Ohio 


FOUNDRY METALLURGIST 








Good practical and technical background Con- 
siderable experience dealing with casting prob- 
lems Some supervisory experience Desire po 
sition in a technical or supervisory capacit 
Married 30. Address: 30x G45 FOUND R Y 
Cleveland 13, Ohio 
FOUNDRY EXECUTIVE 
Thoroughly experienced in the management of 
gray iron production or jobbing foundries. Qua 
ified to show you a highly efficient and low 
cost operation If you are interested Address: 
Box 951, FOUNDRY, Cleveland 13, Ohi 
FOUNDRYMAN 
Foundry or molding foreman, Twenty-five years’ 
experience in all phases of steel foundry activi- 
ties in high production shops Age 44 \d- 
dress: Box 957, FOUNDRY, Cleveland 13, Ohio 
SUPERINTENDENT OR 
GENERAL FOREMAN 
Experienced in all departments of foundry, 
malleable or gray iron. Twenty years in super- 
vision, last eight years plant superintendent 
Prefer malleable foundry, not mechanized Ad- 
dress: Box 950, FOUNDRY, Cleveland 13, Ohio 
STEEL FOUNDRYMAN 
Supervisory capacity with twenty years ex- 
perience in all phases steel foundry. Producing 
steel castings ranging from 1 pound to 3 tons 


foundry 
Familiar 


of foundry equipment, 
production 


Good knowledge 
methods and mechanized 


with heading and gating and rigging of patterns 
for machine production, Married. Age 47. Ad- 
dress: Box 934, FOUNDRY, Cleveland 13, Ohio 
FOUNDRYMAN 
Twenty-nine years experience in capacity of 
chemist, and during the past sixteen years have 
held position of plant superintendent in two 
different malleable foundries. Wide experience 
in all phases of foundry practice Age 47 
Address: Box 954, FOUNDRY, Cleveland 13 
Ohio, 


FOUNDRYMAN 
Manager, superintendent or foreman Twenty- 


three years’ experience Well versed in all 
foundry procedures, green and dry sand, heavy 
and light castings, alloy, gray and ductile irons, 
Available at once. Age 42. Address: Box 956, 


FOUNDRY, Cleveland 13, Ohio. 


GRAY IRON FOUNDRY EXECUTIVE 
Well versed in all phases of foundry procedures 


available. Molding, light and heavy. Green 
and dry sand. Coremaking, cupola operation, 
gray iron metallurgy, foundry costs, customers 
contacts. Thirty years foundry executive expe- 
rience various capacities, Presently employed. 
Address: Box 876, FOUNDRY, Cleveland 13, 
Ohio. 
GENERAL FOREMAN OR 
SUPERINTENDENT 

For cleaning division, will help reduce cost. 
Well qualified to head this division also know 
Standards and Methods. Address: Box 905, 
FOUNDRY, Cleveland 13, Ohio. 


WEIGHT ESTIMATING 
Estimating of casting weights furnished by re- 
turn mail. Accurate, reliable and confidential 
service. Automatic calculator equipment. Nom- 
{nal fee. Send blueprints to: CHARLES E. RO- 
LAND, ITASCA, ILLINOIS. 


FOUNDRYMAN 


Superintendent or general foreman. Practical 
man. Twenty-seven years’ experience in gray 
iron and nonferrous jobbing and high production 
shops. Now employed. Western or central New 
York preferred but not essential. Address: Box 
909, FOUNDRY, Cleveland 13, Ohio 


WANTED 


Position is first helper or melter Acid r 
basic open’ hearth electric furnace Prefer 
Fast or South Address: Box 930, FOUNDRY 
Cleveland 13, Ohi« 


HAL 
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= Positions Wanted 





STEEL FOUNDRY MANAGER 
0 
SUPERINTENDENT 


Thirty years supervisory experience producing 


carbon, low alloy and high alloy steel castings, 
starting as molding foreman through to works 
manager. College degrees in engineering and 
metallurgy, but primarily a practical foundry- 
man with complete Knowledge of all phases of 


modern foundry techniques, labora- 
tory control, heating and gating, furnace opera- 
tion, molding, heat treatment, cleaning and 
finishing, maintenance, plant layout and labor 
relations. Have increased efficiency, trained 
men, cut scrap and costs, administered incentive 
and bonus plans and improved safety record. 
Capable of assuming complete charge of plant 
operations. Address: Box 916, FOUNDRY, 
Cleveland 13, Ohio 


production, 


INDUSTRIAL ENGINEER 
Several years of experience in steel, gray iron, 
malleable and aluminum. Do you want your cost 
reduced? Also well qualified to operate depart- 
ment and assist management. Address: Box 904, 
FOUNDRY, Cleveland 13, Ohio. 


SALES ENGINEER 





Desire relocation from East to Los Angeles 
area. Fifteen years ferrous and nonferrous 
foundry experience including eight years selling 
supplies and equipment College graduate, pres- 
ently earning $12,000 Address: Box 946 
FOUNDRY, Cleveland 13, Ohio 

FOUNDRY ENGINEER 
Experienced in all phases ferrous and nonfer 
rous Desires position in management super 
visor or engineering. Can direct all phases of 
foundry activity, foundry processing, all de- 
partments, also estimating pattern equipment 
and castings from prints. Sand, per-mold and 
shell, Production processing of above. Seventeen 
years’ experience, ten in management Age 34 
Address: Box 940, FOUNDRY, Cleveland 13 
Ohio 

FOUNDRY FOREMAN 

OR SUPERINTENDENT 
Want charge of gray iron jobbing shop Prac 
tical experience in green and dry sand Light 
to heavy castings. Good cupola practice Six 
teen years as supervisor. Address Box 961 


FOUNDRY, Cleveland 13, Ohio 

FOUNDRY SUPERVISOR 
Position wanted as gray iron foundry supervisor 
Twelve years’ experience in supervisory capacity 
References. Address: Box 937 FOUNDRY 
Cleveland 13, Ohio. 


SALESMAN 

foundry supplies in Pennsylvania 
What have you to offer? Ad 
FOUNDRY, Cleveland 13, Ohio 


Want to sell 
on commission 
dress: Box 93: 


CHEMIST 
nonferrous 
FOUNDRY, 


ANALYTICAL 
experience iron, 
Address: Box 
Ohio. 


alloys 
Cleve- 


. } 
steel 


935, 


Long 
and ores 
and 13, 


EXEOUTIVE 

Experienced in all phases of foundry operation 
and management with thorough knowledge of 
each shop process, engineering, metallurgy, cost 
estimating and accounting, sales and industria] 
relations. Technical graduate. Excellent recom- 
mendations. Address: Box 889, FOUNDRY, 
Cleveland 13, Ohio, 


Representatives Wanted 


MANUFACTURER’S REPRESENTATIVES 


WANTED 
Manufacturer of outstanding plastic core and 
mold washes wants representatives in all foundry 
centers To interested parties who can intelli 
gently present their products, we can offer a 
very good deal. 

BOX 708 

WAYNE, MICHIGAN 


SALESMAN OF FOUNDRY 
SUPPLIES AND FACINGS 


Well established company requires representative 
for Midwest territory. Must have well rounded 


foundry experience, In reply state age, experi- 
ence, salary expected. 
BOX 852 
FOUNDRY CLEVELAND 13, OHIO 
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PAM 
Representatives Wanted 


SALESMAN 
foundries in Chicago 
Wonderful 


Calling on territory to 


handle very profitable line. repeat 

orders Write complete qualifications and past 

experience selling foundries. Address: Box 922, 
Cleveland 13, Ohio 


FOUNDRY, 


WANTED 
Sales representatives, core room experience, for 
Upper New England and New York-New Jersey- 
Pennsylvania areas. Write in detail giving age, 
experience, etc. Address: Box 892, FOUNDRY, 
Cleveland 13, Ohio. 


Employment Service 


FOUNDRY 
PERSONNEL 
SPECIALISTS 


National Placement and Procurement of 


PLANT AND GENERAL MANAGERS 


PLANT SUPERINTENDENTS 
FOREMEN—ALL DEPARTMENTS 
ADMINISTRATIVE-STAFF POSITIONS 


METALLURGICAL 
INDUSTRIAL 


ENGINEERING: 
MECHANICAL, 


SALES AND SALES MANAGEMENT 


INVITED FROM 
ANDIDATES 


CONFIDENTIAL 
EMPLOYERS AND QI 


INQUIRIES 
JALIFIED C 
For Fast Competent Assistance Contact 
JOHN COPE, DIRECTOR 
IMPERIAL PERSONNEL 
37S. WABASH CHICAGO, 3, 


FRANKLIN 2-4233 


SALARIED PERSONNEL 
$3,000-$25,000. This reliable service, established 
1927, conducts confidential negotiations for high 
grade men who seek a change of connection un- 
der conditions assuring if employed full pro- 
tection to present position. Send name and 
address only for details. Personal consultation 


invited. Address: JIRA THAYER JENNINGS, 
241 ORANGE STREET, NEW HAVEN 10, 
CONN. 


Wanted-To-Buy 


WANTED 


1—Osborn #605 jolt rollover patterr iraw 

molding machine 

2—Tabor jolt rollover pattern draw sO" x 40” 

tables, portable type molding machines 
2—Osborn #444 portable jolt rollover machines 
1—Hough Payloader 

1—-No. 2 Simpson Mill 

1—No. 3 Simpson Mill 

2—S.P.O. pin lift molding machines Portable 

type. 

1 American 36 xX 42 wWheelabrat 
MARCH-BROWNBACK CO... INC, 
POTTSTOWN, PENNSYLVANIA 

WANTED 
Mechanized foundry located in the East Must 
be reasonably priced 

BOX 8380 
FOUNDRY CLEVELAND 13, OHIO 


WANTED 
ROOTS-CONNERSVILLE 
POSITIVE BLOWERS 


GREENE BROTHERS 
511 FREEMAN CINCINNATI 3, O. 
PHONE: MAin 2192 


MIXERS WANTED 
i Simpson Intensive Mixers, State size 
condition and lowest cash price or nmediate 
acceptance, Address Box S578, FOUNDRY, Cleve 
land 13, Ohio 


User Sand 
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Wanted-To-Buy 


WANT TO BUY 


Always buying used foundry equipment 
Individual pieces or complete plants. 
All we ask is the opportunity to bid. 
Turn idle equipment into cash. 
AAA MACHINERY & EQUIPMENT CO, 
856 EDDY ROAD 
CLEVELAND 8, OHIO 


WANT TO BUY 


Always in the market for surplus used foundry 


equipment. Contact us before selling. Interested 
especially in complete plants Will go any- 
where. 


UNIVERSAL MACHINERY & EQUIPMENT CO. 
320 E. BROAD ST. 
SHILLINGTON, PA, 


PHONE: READING 7-1321 


WANTED 


Will rent medium sized gray iron 
foundry in Eastern Pennsylvania 
to purchase 


production 
with option 


BOX 879 


FOUNDRY CLEVELAND 13, OHIO 


WANTED 
STEEL SHOT & GRIT 
ANY GRADES—ANY SIZES 


BEMCO COMPANY 
511 FREEMAN CINCINNATI 3, O. 


WANTED TO BUY 
Used Pangborn 6’ diameter type LK Rotoblast 
table-room, or 66” or 6’ diameter Wheelabrator 
swing table Address: KELLER FOUNDRY 
co., 1010 E. JACKSON AVENUE, KNOX- 
VILLE 15, TENNESSEE, 


MACHINERY WANTED 


Induction Furnaces, Screens, Simpson Mixers, 
Riehle Compression Testing Machines, Pulver- 
izers, Grinders, Conveyors. Address: P.O. BOX 
i CHURCH STREET STATION, NEW YORK 
8, Ww YORK, 


Foundry Work Wanted 


POLISHING 





SAVE MONEY ON GRINDING 
BUFFING, ET( 

We operate complete facilities in our piant lo- 
cated in Puerto Rico, where low production costs 
more than offset the cost of transportation. We 
can take on additional work in grinding, polish- 
ing buffing, deburring, machining and other 
operations If you have a_ good volume of 
work, we can effect substantial savings for you 
Your inquiries are invited Address: FREEZ- 
KING CORP., 2518 W. MONTROSE, CHICAGO 
18, ILLINOIS, 


} 


LOWEST COST 


Top quality guaranteed, Foundry and machine 
shop work Low taxes. Low wage scale. Send 
drawings for prompt low price quotation Ad- 
dress: AMERICAN FOUNDRY AND MACHINE 


MEX- 


SHOP, APARTADO 2610, MEXICO CITY, 
Ico. 

O tunity 

OPPORTUNITY 

Man with little capital but extensive experience 
in all phases of coremaking seeks financia 
backing for new venture making res f 
foundry industry. Address: Box 944, FOUNDR Y 


Cleveland 13, Ohik 


Pattern Shop For Sale 


PATTERN SHOP FOR SALE 


To settle estate due to death of owner, old 
established wood and metal pattern shop, ma- 
shinery ind equipment including seasoned pine 
ind mahogany pattern lumber Floor space can 
be eased Immediate possession Pattern 
makers available For appointment Address: 
MRS. ARTHUR SEWARD, SEWARD PATTERN 
WORKS, 501 WALBRIDGE ST., KALAMAZOO, 
MICH, 





A 


| Foundry Services 


ATTENTION! FOUNDRY MANAGEMENT 


Our experience will give you a head start in 


shell molding. We provide the only comp 
shell molding service that offers pilot st: ze 
foundry facilities for complete evaluation of 


your potential. We provide advice on all pha es 
of shell molding, including machine design, pl: nt 
layout, shell manufacture, shell assembly, sh»)! 
core manufacture, gating and pouring. T) is 
service utilizes competent shell mold experts w 
draw on actual production shell mold exp 
ience in all phases of the process in ferrous a 
nonferrous alloys. 


SHELL MOLD SERVICES 
10-12 MARY STREET 
NEWARK 5, NEW JERSEY 


Available Capacity 


CONTRACT MANUFACTURING 
AVAILABLE FOR 


FACILITIES 


CUSTOM-BUILT 
MEDIUM AND HEAVY 
MACHINERY 


Stee! Gray Iron Found: 


Machine Shop 


Fabricating Shop 
Pattern Shop 
OPEN TIME NOW 
QUALITY WORKMANSHIP—PROMPT SERVIC E 


Engineering Service Available 


For Complete Information, Write, Wire or P} 
ROBERT HOLMES & BROS. INC, 

1-E JUNCTION AVE., DANVILLE, ILLINOIS 
Foundries For Sale 
FOR SALE OR LEASE 
Gray iron and_ semi-steel foundry in Easterr 


Pennsylvania. Now operating. Owner wil 


50° of production Will consider partner 
profit sharing basis with right party 
BOX 947 
FOUNDRY CLEVELAND 13, OHIO 
FOR SALE 
Well equipped gray iron foundry in Sout 


Massachusetts. Ten tons per day capacity. G 


buy for working partners 
BOX 917 
FOUNDRY CLEVELAND 13, OHIO 
FOR SALE 
Nonferrous metal foundry business 
equipped plant and building on 100 x 100 ft 
lot. Established over 30 years. Volume ver 
$200,000. In New York metropolitan area ] 
consider active partner for 50% interest 
BOX 911 
FOUNDRY CLEVELAND 13, OHIO 


SMALL FOUNDRY FOR SALE 


On New York Central Railroad side 
Lockport, New York, Floor space of molde! 
proximately 11,000 square feet with except 
dumping ground for disposal of slag and 


over declivit 
equipment tl! 


indefinitely at lowest 
the land. Considerable 
in for the price of ; 
estate Address: JE 
PANY, LOCKPORT, NEW YORK, 


expense 
foundry 





FOR SALE OR LEASE 





We mechanized gray iron foundry 

the Delaware Valley District of Pennsyl 
\pproximately 18,000 sq ft under 
idaptable to any type sand cast metal. P 
volume $175,000 per year or 

nly please Address: ty 
Cleveland 13, Ohio 


FOUNDRY 
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Foundries For Sale 


FOUNDRY FOR SALE 


Located at Medina, New York. Full 


All suitable for general foundry products. 


Capacity 3500 to 4000 tons yearly 


Buildings: 


21,500 sq. ft 


ADDRESS 


SKINNER 


equipped for 


Land: 


production of soil fittings 


pipe and 


3.7 acres 


INQUIRIES TO 


& HART 


COOK BUILDING 


MEDINA, 


FOR SALE 
and steel] foundry, Southern Illinois, 160 x 
320 feet, overhead monorail, water transportation 
available. Ideal for mechanized operation, con- 
tains equipment. Address: Box 920, FOUNDRY 
and 13, Ohio. 


For Sale 


FOR SALE 
MACHINES 


Brick 


Clevel 


MOLDING 


1—Plain jolt machine, 60” x 72” table, 16” 
cylinder. 

2—No. 275 Osborn jolt squeezers. 

2.-Deuscher Stationary jolt squeeze 


2-SPO #611B_ Stationary Oscillating Jolt 
Squeeze Strippers. 

{-- #610 Johnston & Jennings Air Jolt Rollover 
Draw Portable 24 x 30 table 

1--Tabor 36 x 50 table Air Jolt Rollover Draw 
OOF capacity. 


Rollover Hand Ram 
table 8” draw 


AND FURNACES 


1—-Tabor Pedestal Core 
Rollover Draw 14 x 20 
BLOWERS FOR CUPOLAS 


2—15 HP Spencer-Turbine 2250 CFM at 16 oz 

10—High temperature blowers 1400° F, 9000 to 
15000 C.F.M. 

2—#7' Roots rotary blowers—27 x 81—14000 
CFM, 

1—Connersville rotary blower 22 x 66 45 cu, ft 
per revolution 9000 CFM 

Maxon-Premix Blowers for Gas 4 to 1 HP 

2-5 HP 20-0z,. Spencer Turbine Blowers 

2-2 HP 20-0z. Spencer Turbine Blowers 

METAL MELTING EQUIPMENT 

1—10002 open flame brass melting furnaces 
gas fired. 
Hausfeld Stationary 3rass, Multiple gas 
burner, 2002 cap 

1— Hausfeld Tilting crucible, gas, 2502 Al Cap 


1—-Hausfeld 20002 
t frrel type 
32” to 41” 
New 1000 lb, 


aluminum capacity furnace 
open flame, oil fired 

dia. shell cupolas made to order 
aluminum cap tilting crucible 
urnaces to specifications. 
MISCELLANEOUS 





New 





1—-Beardsley & Piper, Model S Screenerator 
1—Simplicity Model B Sand Conditioning Unit 
i'x 8’ double deck screens with aerator for 
ng 
1—Stoney crane type shakeout 
NC-4 Royer sand separator 
1 Demmler core blower 
216 Roto-clone units complete 
1—McLeod Small Sand Blast Barrel 24 x 24 
NB-2 Royer. 


x 48 tumbling mill 


x 4S tumbling mill 
vat’l. Eng, skip hoist 
ete stock of rebuilt mill and dust exhaust 


ywers. 


CLIFTON MACHINERY COMPANY 





1023 W. SIXTH ST. CINCINNATI 3, OHIO 
FOR SALE 
Vpe G so60CU EC 8”,, alr jon iir rollover 
ternational Molding Machine ils | na 
ne, size 24” x 10” 
nerican Foundry Equipment Co. sand 
Model M, 60” swath, all electr 
ichines in good condition 
BAYER FOUNDRY, ING 
SCHOFIELD, WISCONSIN 
FOR SALE 
eight foot American Wheelabrator 
Tablast cle ng machine Serial No 
12 In excellent condition and now in use 


i ALABAMA PORCELAIN ENAMELING 
CO... 3300—35th Ave., N., BIRMINGHAM, ALA, 


Feb-uary 1954 


NEW YORK 


For Sale 


TESTING MACHINES 
1—Riehle 400,000# hydraulic 
Compression Testing Machine 
1—Riehle 200,000# Universal 
2—Riehle 100,000# Universal 
1 T. Olson 100,000# 
Also Simpson Sand Mixers 18” dia. Laboratory 


and bean 


#0, #1, #1%, #2, #3 
Miscellaneous: Screens, Pulverizers Grinders 
Conveyors—all types, Tyler Rotap Screens. etc 
OUR 36th YEAR 


CONSOLIDATED PRODUCTS CO., INC. 
OBSERVER HIGHWAY & BLOOMFIELD ST. 
HOBOKEN, N. J 


HO 3-4425 N.Y. TEL. BA 7-0600 
FOR SALE 

1-—Used Economelt’’ Stromar Sklena type 

reverberatory Furnace oO Fired Unlined 


Capa y 1200 Ibs Brass. Equipped with 4” 
SK type burner, 10 blower With 3 
HP Mot 220/440 V PH. 60 Cy AC 
ypen ype Not. including pum } 
strainer ind relief valve 


GAS SPECIALTY 
BOX 461 
WISCONSIN 


MILWAUKER COMPANY 
F.O. 


MILWAUKEEF 1, 


FOR SALE 


1 +7, Model B Whiting Cupola nplete witt 
Skip Hoist +7, Reservoir idle Roots Cor 
nersville Blower 
G das new. 

GRIFFIN WHEEL COMPANY 
1445 N. SACRAMENTO BLVD, 
CHICAGO 12, ILLINOIS 
FOR SALE 

Cylind 11 Wh ng geared idle 0.1 is x 

35, now lined to 34 by 20 plastic firebrick backed 

up by 2 inches of insulation, mounted n track 


HOLT EQUIPMENT CO. 
INDEPENDENCE, OREGON 


PATTERN EQUIPMENT FOR SALE 
aluminum patterns for 4” medium 
Also complete set of aluminum 


First quality 
pipe fittings. 


soil 





patterns for waterless aluminum utensils. Ad- 

dress: ST. JEROME INDUSTRIES LTD., CAS- 

TONGUAY ST. WEST, ST, JEROME (TERRFE- 

BONNE) QUE., CANADA, TEL: 3767. 
RAMMERS FOR SALI 

(1) Chicago Pneumat t r ramme Ze 

(1) Chicago Pneumatic bench rammer, size 1B 

These tools have never beer used t 

Box 936, FOUNDRY, Clevéland 13, Ot 


type 





For Sale 


CALL US COLLECT FOR YOUR 
REQUIREMENTS ON: 


MOLDING MACHINES 


Osborn, Milwaukee, International, Spo, Herman 
or Specials. 

MULLERS 

Simpson, Beardsley & Piper 

SHOT BLAST EQUIPMENT 

Pangborn, American Wheelabrator 

SAND CONDITIONING EQUIPMENT 

Royer, Beardsley & Piper, American Wheela- 
brator 

SAND HANDLING SYSTEMS 

GRINDERS 

ELEVATORS 

AIR COMPRESSORS 

HOISTS 

SHAKEOUTS 

CORE OVENS 

FURNACES 

We also BARTER to give you what you want 


for your Surplus. 


ALL EQUIPMENT 
UNSATISFACTORY 


SUBJECT TO RETURN IF 


LAND-WHITEHEAD EQUIPMENT CORP. 
FOUNDRY MACHINERY SPECIALISTS 
P.O. BOX 939 READING, PA, 


PHONE: 5-4379 


FOR SALE 


Osborn molding 
pattern draw, 


machine, jolt rollover 
pit type pneumatic drive, 


draw flask 64”, model 405-1 $1850.00 
Osborn molding machine, jolt rollover, 

table 18” x 24”, S14” draw, No. 2047-4 350.00 
25-Tabor molding machines, 10” squeeze 110.00 
Osborn Molding machine, portable, No. 74 100.00 
Adams portable hand squeeze molding 

machines 34” 60.00 
Jeffrey sanditioner, capacity 10-15 tons 

per hour ‘ 100.00 
Pangborn 1GF barrel, capacity 150 Ibs 300.00 
American Wheelabrator #2, with S-24” 


multi-tables 2500.00 
Magnetic particle 


10-skip bucket 


testing 


machines 
loaders for wheelabrators 
M. ELSTEIN 
370 EAST HOUSTON ST. 
NEW YORK 2, NEW YORK 


FOR SALE 
TURBO BLOWERS WITH MOTORS 





CFM PREss. MAKE CFM PREss. MAKE 
1500 16 0z G.E 100 16 oz Spence! 
S500 10 02 Spencer 100 1.3 02 Spencer 
2500 loz. Spencer 340) 20 0z \-B 
2700 16 oz, Spencer 320 12 0z. Spencer 
2500 7 0z Sturt 225 16 0z, Spencer 
2000 2's oz, Spencer 180 15 0z. Spencer 
2000 1 oz. Spencer 110 16 0z. Sp aT 
1300 16 OZ Spencer 9100 7" SP Sturt 
1150 20 02 No.Am 2544 2” SP Clarage 
675 16 0z, No.Am 1100 44%." SP Bayley 
660 20 0z \-B 100 7” SP Spencer 
200 10 0z. No.Am 
THE MOTOR REPAIR & MEG, CO. 
1552 HAMILTON AVE, 


CLEVELAND 14, OHIO 


FOR SALE 





DETROIT ELECTRIC FURNACE 
Type AA of 1,200 lb. cold metal or 2,600 Ib 
rt neta capacity complete witl! mechanica 
ind electrical equipment for melting and rock 
ng r uding filled transformer f 11.000 v 
lary and 125 v. secondary Presently rated 
ivailable for inspection on 48 hours notice 
for higt test cast rons brasses oT 
bronzes Price: $9,500.00 Address HOPE 
ELECTRICAL PRODUCTS CO., 338 WILSON 

AVENUE, NEWARK 5, N. J. 
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FOUNDRY EQUIPMENT 
MOLDING MACHINES 
# 6000, 16" x= 60" 


1—Herman Jolt Rollover 


late, 


2—Herman Jolt Strippers, 48” x 54”—-late 
1—Osborn 405 Rollover with Roll Out Car 
1—Osborn 332 Jolt Rollover 

3—SPO 110J Squeezers 

2—Osborn 275J Squeezers 

1—Osborn 75J Squeezer 

S—Tabor Split Pattern Squeezers 
i—Haynes Squeezers 

1—Milwaukee Squeezer 

2—Adams 12 x 38 Squeezers 

29—Osborn 2047-4 Jolt & Draw 

1—Tabor 31 x 40 Rollover—portable 


24 x 30 Rollovers—portable 
SAND HANDLING EQUIPMENT 
Muller 


Single 


2—Int’l 


#3 Simpson 


2—50” Dia. Whee Simpsor Mullers 
2! 

selt. 

B & P Screenarator, Model M 
2—Jeffrey Sanditioners 
t6%,-24", 86" 


3elt Conveyors, 10’ to 150’ Centers 


Unit A Syntron Feeder Hopper, 6’ x ¢ 
2—Aerators, Overshot type, 9’ x 2’ x 4’ x 
Aetna Sperser System 


Shaker 
Simplicity 4 x 8 
CRANES & HOISTS 


Bridges, 15’ spar 


Simplicity model C 


Sand Conditioner 


Curtis Traveling 


Curtis Air Hoists, 4” to 15” dia 
Electrified Monorail 
Elec. Hoists, % ton to 3 tor 


Air Hoists, to 3 ton 


BLOWERS 
10,000 CFM @ 48 oz., 
6350 CFM @ 32 02z., 
3900 CFM @ 20 0z., 
3500 CFM @ 40 0z., 
3600 CFM @ 16 0oz., No 
2250 CFM @ 
1900 CFM @ 
Roots-Connersville 
MISCELLANEOUS 
Payloader. 


Turb 


Rand 


Spencer 
Ingersoll 
Whiting 
Spencer Turb 


America 


16 oz., Spencer Turb« 


8 oz., No. American 


Blowers 4000 17000 CFM 


Hough 
14’ dia 
15,000 CFM 
10,000’ 458 


Tablast 


Collector 


Pangborn 
Dust 
Conveyor Chain & Tr ey 
Schramm 25 HP Air 
30” Modern P 


Compressor 


turing Devices 


8—Combs 20” Gyratory Riddles 

1500’ Hevi Duty 10” Roller Conveyor, 2 dia 

300’ Hevi Duty 10” Roller Conveyor, 3." dia 

Ladle Preheaters, 12 unit. 

Chaplets—all type 

304 & 50# Mold Weights 

2 #9 Whiting Cupolas 

Geared Ladles—to 10 tons 

2—Int’l SB11 Core Blower 

Demmler #1 Core Blower 

Champion Core Blower, model CB400, 300 Ib 

3rinell-Rockwell-Riehle Testers 

1—12 x 12 Pangborn Sand Blast Room, wit! 
Dust Collector 

1—400# Detroit Electric Furnace 

2—6000 # Automatic Transporters 

Baker Lift Truck, 6000# cap 1948 

Yale Lo Lift, Redi power 

Logan Wood Slat Conveyor, mot zed 36" XxX 
ov. 

Diamond Grinder, horizontal] 

15—Double End Grinders 

#124 Gardner 53 Horiz. Grinder 

1—Standard Buffer & Polisher—late 

Tons of Flasks 

Perforated Stee] Core Plates 

2—48 x 72 Jeffrey Vibrator Feeders 

Vibrators, Osborn, 1%” & 2” 

1—McLeod Tumbling Barrel 

3—Whiting 30 x 60 Tumbling Barre ite 

9 


Cutters, model M 

Dump, Sand Buggies 

BUY—FROM 1 PIECE UP TO 
ENTIRE FOUNDRY 


2—Sand 
Bottom 


WE WILL 


GREENE BROTHERS 
(FORMERLY ASSOCIATED WITH 
ALLIED MATERIALS HANDLING CO.) 
511 FREEMAN CINCINNATI 3, OHIO 
PHONE: MAIN 2192, 
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For Sale 


FOR SALE 





MOLDING MACHINES 

10—SPO 110J Portable Jolt Squeezers, Never 
used, 

2—Tabor Power Rollovers, 30 x 40” table, 
portable, 

41—Milwaukee Jolt Rollovers, 30 x 48” table. 

3—Milwaukee Jolt Strippers, 32 x 38” table. 

10—Osborn 275J Portable Jolt Squeezers 

i—Herman Rollover tables, 60 x 80” and 40 x 
60”. 

5—Davenport Rollovers & Jolt Strippers 

6—Osborn Rollovers and Jolt Strippers 

6—Core Blowers All sizes 

FURNACES 

2—Fisher Tilting 400 & 225 Crucibles 

5—Campbell Hausfeld Tilting, 2—-150#, 3—275 


crucibles. 


2—Bailey Are Furnaces, Electric, 75 KW, S00# 
Brass. 

2—-Hausfeld 12004 magnesium tilting 

] Ajax Induction Aluminum Furnace 100% 


capacity. 


3—Walker-York 400 crucible coke tilting fur- 


naces, 

1 +S Whiting Cupola complete with GE 
Blowers 

1 +0 Whiting Cupolette with blower. 


7—Monarch #93 Barrel Type Tilting furnaces 
with blowers 

MISCELLANEOUS 

1-27 x 36 Wheelabrator 
collector, 


1—DeWalt Cut-off 
14—Core ovens, gas and 


with skip hoist & dust 


Saw, 10 HP 
electric, all 


motor 


types 


2 #920 Clearfield Mixers with 60 HP motors 
9—Sand Belt Conveyors, 2—Elevators 

2—4 x &’ Simplicity Shakeouts 

1 #3 Simpson Mixer 

1—40 HP Sullivan Air Compressor 

250 tons of Steel Flasks, send for listings 


Ladles, 10 ton to 1000# capacity 

Complete mechanized system of 
pany, Newton, Iowa, for 
piecemeal, 

UNIVERSAL MACHINERY & EQUIPMENT CO, 
320 E. BROAD STREET 
SHILLINGTON, PENNSYLVANIA 
PHONE READING 7-1321 


Maytag Com 


sale as a unit or 


MISCELLANEOUS EQUIPMENT 
Snagging Grinder, ped. type, double end 


negut-Marchke type J2aVHM 31280 w/10 hp 
D.C. motor 

Grinder, snag, ped, type, 1 wheel less motor & 
drive 

3—Flexible Shaft Grinders, Keller, on Pedestal 
base, w/fractional HP motor 

Magnetic Separator, Dings Portable 15” x 36” 


w/3 HP motor less motor gen, set 


Molding Machine, 36” plain jar power draw 
(used) Tabor 

Sand Blast Tank, Sly, 30” h x 241” dia 

Vapor Blast (used) #20-B Junior complete 


w/cabinet 
Magnetic 
& speed 
Sifter, 12 
pany 
Wire Cutting Machine 
BOHN ALUMINUM 
DETROIT 26, 


2 motors and controls 
Dings, 24” w/3 HP 
motor gen. set 


Foundry Supply 


Separator, motor 
reducer 
Speedy 


less 


Mfg. Com- 
Lewis #7 w HP motor 


& BRASS CORP. 
MICHIGAN 


FOR SALE 


1 American A.M. sand cutter 0 inch cutting 
wheel, excellent condition 
NARRAGANSETT FOUNDRY 
130 WEST RIVER STREET 
PROVIDENCE, RHODE ISLAND 
FOR SALE 
1 —Genera 3lower, 3 HP, 275 CFM, 16% pres 


sure 
1—Portable Buffalo 
2—Coppus No. 2 Suction fans, 3 HP motors 
1 foyer NC 2 sand conditioner 


WRITE: 


Scale 


GEORGE HILLIS 
3220 MIAMI AVE. 
KALAMAZOO, MICH. 


FOR SALE 


1 #225 Fisher crucible oil fired furnace, tilting 
type, used very little, for sale reasonable 
Also 5 #225 crucibles 
SLOAN VALVE COMPANY 
41300 WEST LAKE STREET 
CHICAGO 24, ILLINOIS 
MR. H, F. ARTHUR 
WHITING #4 CUPOLA 
This cupola was never installed and is in same 


Whiting plant It presents 

for foundry interested 
PIONEER FOUNDRY 
MICHIGAN, PHONE 


shape as day it left 
i value saving opportunity 
in a cupola Address: 
COMPANY, JACKSON, 
2-9469, 
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For Sale 


FOR SALE 
CORE BLOWERS 





#91 Osborn—for small cores . ( 
#193-4 Osborn—for medium cores.... ) 
#94 Osborn—for large cores ........ ) 
FORK LIFT TRUCKS 
15,000 lbs. Hyster Fork Lift Trucks.. 4000 
6,000 lbs. Clark Fork Lift Trucks. . 1200 00 
MOLDING MACHINES 

Herman Jar Rollover & Pattern Draw 

Molding machine; new in 1944; 48” x 

144”—10,000 = CeCe T eC Te 9500 
Herman Jar Rollover & Pattern Draw 

machine SO” cap.; 6000 Series r 1500. i 
30” x 36”—#1500 Series Hi-Speed Her- 

man 8!” cylinder; 16” draw : 1501 
# 2047-3 Osborn Jolt Rollover ..... ; 275 
#601-13 Osborn Jolt Rollovers Sit 275 
#413-3 Osborn Jolt Rollover; 130” x 42 5000 
#275 J Osborn Jolt Squeezers ... 125 
#914 SPO Jolt Rollover . os 275 
#405 Osborn Jolt Rollover, 40” x 72” 

cable < ad a ENS re OFF! 

WEELABRATORS 
20” x 27” American Wheelabrater 1500.00 
27” x 36” American Wheelabrator 2000 00 
48” x 48” American Wheelabrator OFFER 
MISCELLANEOUS 

Dielectric core oven, latest type OFFER 
+2 Simpson Muller vars Sec $1500. 0% 
#2 Climax Wire Straightener ..... 250.00 
Marschke Swing Frame Grinder-10 HP 550.00 
#6 Whiting Cupola Blower ........ 550.00 
3eardsley & Piper Tractor Type Sand- 

Slinger with magnetic tower—13’ arm 15.00. OF 
Despatch Core oven Batch type 

double oven-outside dim. 16” square; 

inside dim. 6” each side; with con- 

trols & blower OFFER 


FOR THE BEST DEAL 
CALL 
BALCHER MACHINERY COMPANYS 
1884 S. COMPTON ROAD 
CLEVELAND HEIGHTS 18, OHIO 
TELEPHONE: FAIRMOUNT 1-1186 


ATTENTION: 
PNEUMATIC TOOL USERS 


200 never used tools and many hundreds of 
rebuilt Chippers, Rammers, Riveters, Grind¢ 
etc. at substantial savings. 

Very large stock of spare parts, Standard «and 
O/S 


Complete repair service on your tools by re 


fitting parts or rebuilt to original sizes wit! 
HARD CHROME. 

30 years’ experience handling all makes nd 
models, 

Send us your next tools as a trial. Satisfa 


guaranteed or 
furnished, 


THE PNEUMATIC TOOL PRODUCTS CO 
1340 EAST 222nd ST, 
EUCLID 17, OHIO 
PHONE: KE 1-4990 


money refunded Estimate 


BUY—TRADE—SELL 


Wheelabrator 
S’ Wheelabrator air 


1S x 42 tumblast 
table . Sid in 60 6a. Da 


9’ Wheelabrator table blast with smaller 


tables and 2 throwing wheels .. ; 2, ot 
8S’ Wheelabrator table blast without 
motors eo ; a 2,000.1 
1’ Wheelabrator table blast 1,250. 
3144 GK2 Pangborn rocker barrel -. 2,500.01 
Also all types of Hand Cabinets, Dust Colle 
ind Pressure Tanks, 
If interested in trading your present equipr 
on any of the above, Call or Write: 
DIAMOND SAND BLAST, INC. 


JEFFERSON 
MICHIGAN 


5654 W. 
DETROIT 9, 


FOR SALE 


1—-Pangborn #28 rotoblast 49” x 67”, 
type with skip loader. Built in 1943 
2—#214 Milwaukee jolt squeeze molding 
chines Serial No. 14683 and 14684 

HERMAN MACHINERY & SUPPLY CO 


2110 ST. CLAIR 
CLEVELAND 14, OHIO 


FOR SALE 


We have outgrown our Reda Furnace It 


brand new condition, for sale at a very fé 
sonable price; also two (2) slightly used M 
waukee 163-38 Jolt Squeeze Strippers for s 
at a fraction of new cost. Address: WM. 
ELLIS & SONS, MEMPHIS, TENN, 


FOUNDRY 
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Molding Machines 


1—Link-Belt ''Merry-Go-Round" Roller type mold con- 
veyor complete with 35 cars 38” x 72” 


2—6000# Herman Jolt Rollover & Pattern Draw 


2—2#405-95 Osborn Jolt Rollover & Pattern Draw, 26” 
draw 


2—SA34 Davenport Jolt Rollover & Pattern Draw 
1—SA28 Davenport Jolt Rollover & Pattern Draw 
1—SA24 Davenport Jolt Rollover & Pattern Draw 
2—30” x 40” Tabor Jolt Rollover & Pattern Draw 
2—22"” x 32” Tabor Jolt Rollover & Pattern Draw 
4—814-P Osborn Jolt Squeeze Pin Lift 

2—2114 Portable Jolt Squeeze Pin Lift SPO 
2—#815 J & J Jolt Rollover & Pattern Draw 
2—Herman Jolt Strippers 40” x 60” table 
1—Osborn Jolt Stripper 3’ x 16’ table 


2—International Type JFL Jolt Ram, foot-lever, pin-lift 

3—International Type R Hand Rollover 

Jolt Squeeze Molding Machines—SPO—Osborn, Tabor, 
Modern 


Furnaces & Blowers 


1—500# Hausfeld Hand tilting 
1—Stroman #14 non-tilt 


1—Cupola blower—Spencer Turbine 50 HP 220/440/3/60 
16 oz. 


1—Cupola blower—North American 20 HP 220/440/3/60 
24 oz. 


1—Cupola blower—5'/2 Piqua 220/3/60, 30 H.P. 
2—Furnace Blowers—3 H.P. 220/440/3/60 16 oz. 


Core Blowers 


1—#3E Demmler—weight of core up to 35 Ibs, 
1—#2K Demmler—weight of core up to 20 lbs. 
1—71 Demmler—weight of core up to 10 Ibs. 

6—#92 Osborn—weight of core up to 35 Ibs. 

3—Redford Bench type cartridge up to 2 Ibs. 


Sand Mullers 


1—#3 Simpson 30 cu ft capacity. Model H Style E 


—#610 Clearfield 14 cu ft capacity under drive, with 
motor 


2—#70 Beardsley-Piper 18 cu ft per batch 
1—22” x 78” Link-Belt Paddle type 
1—Link-Belt Pugmill 42” x 96” 


Shake-outs 


1—4’ x 6’ Simplicity Model D 16000 cap., 10 H.P. 220 
440/3/60 


1—4’ x 6’ Robbins 80004 cap. 
1—4’ x 10’ Robbins, 12000 cap., 72 H.P. 220/440/3/60 


Sand Slingers 


2—16” head Beardsley-Piper Stationary 10 H.P. 220 
440/3/60 


FOUNDRYMEN! 


FOR SALE 


Grinding Equipment 


2—Fin Cleaning Machines for cylinder heads—tireland 
1—2+30 Gardner double end disc grinder, V-belt driven 
1—z6 Cheesly disc grinder dir. conn. 18” wheel 


1—10 HP Black & Decker dble end 20” x 3” wheels 
220/440/3/60 
2—7'2 HP Safety Emery Wheel dble end 18” wheels 
220/3/60 
4—5 HP Safety Emery Wheel dble end 18” wheels 
220/3/60 


1—3 HP double end grinder, flat belt driven 220/440 
3/60 


1—7'2 HP Universal Swing Grinder 220/440/3/60 


Cranes & Hoists 


1—40’ overhead bridge crane, 3 ton capacity, cab oper- 
ated 220/440/3/60 


1—30’ span hand travelling bridge crane 
1—20’ span hand travelling bridge crane 
3—12’ span hand travelling bridge crane 
6 Louden Monorail systems 

Ingersoll-Rand airhoists 10004 to 60007 
Electric Hoists 2 ton to 1 ton 


Air Compressors 


1—40 HP Ingersoll-Rand single stage horiz. 220/440/3/60 
1—150 HP Ingersoll-Rand two stage horiz. 220/3/60 


Misc. Foundry Equipment 


1—Atlas Car & Mfg. Co. Car scale 
2—Charging cranes for cupolas, Shepard 3 ton cap. D.C. 


1—Uni-Wash Newcomb-Detroit Wet dust collecting sys- 
tem 


1—Pigmold conveyor 64’ centers, Link-Belt 
1—6500+# Toledo Floor scale 
12—Whiting and Modern Pouring ladles, 3507 to 18007 


100’—24” Belt Conveyor, frame, troughing idlers, drives, 
etc. 


2—#3 Jeffrey electric vibrators 

4—+74 Jeffrey electric vibrators 

1—2 compartment Coleman Core Oven, 6’ x 8’ doors 
1—2 compartment Rybolt Core Oven, 4’ x 6’ sliding doors 


8—Cleaning cabinets for magnesium with exhausters & 
motors 


Roller conveyor above rail, 14” to 36” in width 
1—Impregnating room fully equipped 
1—Blaw-Knox Clamshell bucket size 308-F 
1—Link-Belt aerator with drive complete 


2—1000 Gals. p. Min. Centrifugal Pumps, I-R., 30 HP 220 
440/3/60 


1—Link-Belt Core Breaker Drum 6’ x 10’ 
1—Revolving Core conveyor table—Bush-Lawrence 
—355 American Dust Collector 3300 CFM 
2—Tumbling barrels, 18” x 36” and 48” x 75” 


ON YOUR VISIT TO THE CONVENTION IN 


CLEVELAND STOP AT OUR WAREHOUSE AND SEE THE LARG- 
EST STOCK OF FOUNDRY EQUIPMENT IN THE MIDWEST. 


EUCLID FOUNDRY & MACHINE EQUIPMENT CO. 


14919 Saranac Rd., Cleveland 10, Ohio 


Telephone: Glenville 1-1222, 1-1538 





lary 1954 
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; MOLDING MACHINES : oR page arpa —” Model AM, | CONVEYORS—Apron ~* Roller + Belt 

5—S PO #110J Portable Jolt Squeeze Ma SIZE UF ASO, SEMA Ave 1 FARQUAR 167’ x 24” Trough Conveyor 

a — cage alee ale CORE OVENS 375’ of 5 ply belting. With 15 H.P. Mo- 

10” : Bites Rite greet a sip lie al 1—COLEMAN Core Oven, gas fired, 4 doors tor & Drive. Used 2 weeks. 

1 a a 600 Ibs cap, 25” x 30” Table opening into single compartment, 42” 1 GODFREY 18” x 19’ Under Car Unload- 
6—OSBORN #275J, Jolt Squeeze Machines wide, 50” high and 31” deep. adjustable er, with 3 H.P. Motor, Steel Belt. 

portable and BUAMOneTY models : trays on 3” centers. 1 LINK BELT 18” x 24’ Apron Conveyor 

I—OSBORN #710PJ, Jolt, Squeeze, Pin Lift 1—COLEMAN Core Oven, Gas Fired, 15’ x | 1—EINK BELT 24” x 20’ Apron Conveyor. § { 
Portable a 10’ x 8’ drawer typ 500° MATHEWS Roller Conveyor, Above 

!—OSBORN #559 HD Jolt Stripper t a 1 20” 
ti ary, Tal le O58" : rane pork pol og 2—-DISPATCH, Gas Fired, Drawer Type Rail 20” wide, 2%” Rollers, on 4” Cen- 

, oom ans gat feta x os blade 1200 tbs Core Ovens, Drawers 46” wide, 59” deep, o ters. —_ H 
eee See Sek, Bases, Dove 9” high. Complete with Rail Supports | 290° of MATHEWS Roller Conveyor, Above | 
Rollover, Pattern Draw, 2000 Ibs., Jolt ind Controls. These ape cot tae Rai] 24” wide, 2%” Rollers. ; 
90” 14” Tab] stat on As non r rese machines are in aka } 

_ 22" x 44” Table Jolt Cyl. 12”, Draw 22 excellent condition and were new in 1944 150’ of Heavy Duty Roller Conveyor 30” {| 

5—OSBORN +#601-13, Jolt, Rollover, Pattern CORE wide, 3” Rollers on 6” centers, %” shaft, 
Draw, 600 lbs. capacity Flask Length BLOWERS 4” channel, Roll ‘ , ‘ , 

; : ” 7 ane ’ : } , é , Roller above rail. 
30” 1—OSBORN #91 Core Blower, Serial 10050 150’ of Roller Conveyor 8” wide, 2” Rollers 

2 OSBORN #142 Jolt, Rollover, Foot Draw 2—OSBORN #92 Core Blowers, Serial above rail. ' ig ee ae 

1 HERMAN PNEUMATIC 10” x 60” 15” # 97T03A and 8692-C, Air Clamps, 100’ of Roller Conveyor 14” wide, 2” Rollers 
Solid Cylinder Jarring Molding Machine l rege #1-E Core Blower, Serial above rail. ; — — 
Heavy duty Bumper type #3287. With Air Clamps, 1950 Model 

1—JOHNSTON & JENNINGS Model 918 1—DEMMLER #3-E Core Blower a aa eeeeiaia AIR HOISTS - ) r 
Jolt Rollover and Pattern Draw, Table 1 meaning #2 Core Blower, Air Clamps = a RAND, Size D, 4000 Ibs 
Size 44” x 5d”. 20” Draw 2—REDFORD Core Blower #1, Cartridge | 5 peaepeg : 

1—JOHNSTON & JENNINGS Jolt Squeeze Bench Type. a Gane Size B 1000 lbs 

2—JOHNSTON & JENNINGS #815, Jolt eptent A Huo ee 

_— | Sees Fose, oom lo GRINDING EQUIPMENT 1—INGERSOLL RAND, Size C, 2000 Ibs 
Rollover and Pattern Draw, Table 30” x 2—-U. Ss. ELECTRIC Double-End Snag capacity 
10”, Pattern Draw 15”. Capacity 1200 lbs Grinders 5 H.P : pene =< ae F 

1—JOHNSTON & JENNINGS Model 8128 2—FOX #3-A High Speed Stand Grinder 1 — GIANT, Model A, 1000 Ibs, ca- 
Stationary Jolt Pin Lift, table size 30” Wheel size 20” x 2” x 10” 5 H.P. motor R 
See seep on : P . : Main eI des Garg = @ 2 ‘ ou 1—THOR Pneumatic, 0 s capaci 
x 3S" Draw 12”. Capacity 1600 lbs 1—FOX Swing Grinder, Model #6 20” x 2” gg — 1000 Ibs. ipacity 

1—JOHNSTON & JENNINGS Model 1216S wheel, 15 H.P. 220/440 ; 

Stationary Jolt Pin Lift, table size 36” 1—HAMMOND Model WR-1 Double End SHAKEOUTS 

x 54”, Draw 16”. Capacity 3000 Ibs Snagging Grinder, 714 H.P., 220/440/3/60 1—-SIMPLICITY Shakeouts. 3’ x 3’, Serial ; 
1JOHNSTON & JENNINGS Air Jolt Ma- | 2—-HAMMOND Model WH-10 Double End # 33-—SOS—106, Model S, 1000 Ibs. ca- 

chine, 20” x 30” Table 6” cylinder Grinders with (2) 7% H.P. 220/440 3 RECHEY . 

2—TABOR Jolt Rollover and Pattern Draw phase. 60 cycle, wheel size 20” x 2” x 2” 1—SIMPLICITY Shakeout, 4’ x 6’, Mode 
Draw 10°’, 600 Ibs. Capacity, 22” x 42” 1—QUEEN CITY Model 100 Double Enc D, 16,000 lbs. capacity, 10 H.P. Motor 
Table. 1930 machines lik 1) 1 —SIMPLIC sh: 5 x 7, § 
fable. 1930 machines like new Dise Grinder with 10 H.P. 220/440 Volt SIMPLICITY Shakeout, 5’ x 7’, Serial 

1—TABOR Jolt Rollover Pattern Draw, 30” Motor. size 90” x 2” x 2”. Verv Late + 57—SOBG—104, Model BG, 5000 lbs 
x 40” Table, Draw 12”. Capacity 1000 lbs a ‘ i capacity. 

} INTERNATIONAL Model PKL, Jolt SAND BLASTING EQUIPMENT 1—SIMPLICITY Shakeout, 4’ x 6’, Seria 
Squeeze, Air Pin Lift Machines, 18” x 24” 1—-AMERICAN Wheelabrator Tumblast, 36 #46—SOB—145, Model B. ; 
Table. Lift 51%”, Squeeze Cylinder 12” Me pg Hoist & Shot Return 2--SIMPLICITY Shakeouts. 4’ x 8’. Serial 

5--INTERNATIONAL Type ‘‘R’? Hand Ram pel Ratt Degg #48—SODE 185, Model. DE, 16,000 Ibs 
cn Wicca Week eaw atecdies 1—AMERICAN  Wheelabrator —Multi-Table capacity eae ee } 

{1—INT@RNATIONAL Type G, Air Jolt, Air par 8-27" Tables, with Shot Return and | 1—ROBBINS 4’ x 10’, Floatex Model, Seria 
Turnover Foot Draw Machines, Sizes 20” “pie yagetal Rerial #A-SEO1, Model F-609, 7'2 H.P. motor and V-belt Drive j 
x 8S”, 24” x 8” and 30” x 8” egal 2 : 

1—CHAMPION JS-10-P. Jolt Squeezer, Port 1—AMERICAN Wheelabrator Table Blast, LIFT TRUCKS 
able. Serial No. 5770, Table 18 x 26” 4 Table, Model BM 6350, Serial #A- 2—BAKER RAULANG Electric Fork, 4000 

1—CHAMPION Model _#JM_ 16, Seria 40579 lbs. capacity, 119” lift. Like new! 

#5092,, Power Jolt, Hand Turnover, Foot 1—SLY Room Blast 10’ x 12’ x 12’, com- 1—Automatie Platform Lift Truck, 3000 Ibs i 
Draw Machine. 13” x 17” table plete with Tank, Elevator, Dust Collector capacity, lift 6’, battery operated i 

2__ PAVENPORT Model SA-34, Jolt Rollover and Safety Equipment 5—LEWIS SHEPARD, 4000 lbs. capacity I 
and Pattern Draw 2500 Ib. Jolt Capacity I SLY Tumbling Barrel 48” x 75” 4 Jack Lift Trucks, hydraulic, 1950 models 
15” Draw, 34” x 48” table ; Plate, Dry or Wet. Equipped for Dust 28” x 40”, will take 10”, 11” or 12 skid 

PAP mn 1 oO ‘ a Collector 1—Automatiec 10,000 lbs ylatforr Low Lift 

1—DAVENPORT Mode 28, Jol Rollove! betas ge he if n L, 
and Pattern Draw. 1500 Ib. Jolt Capacity 1 NEW HAVEN Air Blast Barrel 48” x 42” with Ready Power Unit. 

12” Draw. 30” x 40” table : Equipped with Motor and Drive 1942 5—EDISON, 24 Cell Nickel Batteries 
3—MILWAUKEE = Model 123-13 Jolt sie 

Squeeze, Machines 12” cylinder. 17” x | 1—~PANGBORN_ Air Blast Cabinet. Model red BLOWERS ~ 

“yet paaamattaa = icyne ‘ BNO. Sise sr cSt x Fea eh: “Swithel ol BU FFALO FORGE = #7-E | Blower, 40 

oa st Collector >. 3600 rpm, 2% 2°” wheel, 3000 
6—MILWAUKEE Model 214 Car Type Jolt Dust Collector te: see FG, Zeereee ae ee, oom 

Squeeze 10” Draw, Stripper 18” x 38 1—Tumbling Barrel 28” diameter, 40” long cfm, 32 02. E 

fania.. Soi Aanactts DFO b ‘ equipped with Motor. Speed Reducer 1 _ FFALO FORGE +#7-E_ Blower, 25 

: Ns ne — = >, 3600 r 220 olts. 28” 2@ 

MULLERS _ MELTING FURNACES ee ai aaa 

1 SIMPSON #0 Sand Muller Unit Drive 3 FISHER Model MNP Tilting Furnaces, D Assorted Blowers for Furnaces 2-3-5 
175 Ib. batch. Late type 2000 Ibs. capacity in Aluminum, 1500 H.P.. 16 oz ia 

1—SIMPSON #1 Sand Muller, Unit Drive Ibs., for magnesium, complete with New 1—NORTH AMERICAN Turbine Blower, 24 
100 Ib. batch. Late type Pot, — _ ee mech- oz. 1900 efm. with 20 H.P 

1—SIMPSON #1-H Sand Muller, Unit Drive _ anism, Offered at Tremendous Savings. 

600 Ib. batch. Late type 5-500 Ibs. capacity Holding Furnaces, new- MISCELLANEOUS 

1—SIMPSON #114 Sand Muller, Unit Drive ly bricked. . 1—Oil-fired HAUCK Burner #781, complete 

batch, Late type with Skip Hoist 1—HAUSFELD, Tilting Furnace, 500 Ibs with controls, air heater. 

1—SIMPSON #2 Sand Muller Complete with capacity. Nose Pourirg 1—INGERSOLL RAND Ajir_ Winch Size 
motor and drive. Open Gear type LADLES AND POURING DEVICES MHO. ett a 

1—SIMPSON #3 Sand Muller, Open Gear | 3—MODERN Pouring Device, Model ‘‘F’’. | !1—SCHMEIG Spark Arrestor. ; 

Type with Motor Drive Ladle Hoists, with 15” Taper Covered 1—READY POWER Unit, 4 cylinder, 36 
2.-BEARDSLEY & PIPER #70 Speed Mul- Ladles, 500 Ibs. capacity with Hand Tilt- volts. . 7 : 
lers. ing Devices 2—READY POWER Units, 6 cylinders, 36 
1—WHITING 1-ton Gear Enclosed Tilting. and 48 volts. 

1 Py agar aig ged ie Ss 27” diameter P 1—RIEHLE Tester, 100,000 Ibs. capacity 
perigntd ia agai : wes 1—WHITING Ladle, 2 tons, tilting, enclose Screw type. 

Screenerator, Pneumatic Tires npc gt adie, 2 tons, tilting, enclosed 1—-RIEHLE Tester, 150,000 Ibs. capacity 
1—BEARDSLEY & PIPER Model “L’ gearines. nose pouring Screw type, deeunees 

Screenerator, on pneumatic tires HEAT TREAT FURNACES 3 Wiestric Riddles 21” diameter 1 H.P 
1—BEARDSLEY & PIPER Sand Condition- 1—ECLIPSE Gas Fired Furnace, 4 burners, Motor Pax j ; ; 

er, complete with magnetic separator 18” x 20” x 60” inside dimensions, with 1 CLIMAX Wire Straightener #2 

20 H.P. totally enclosed motor over- motors and blower, 1944 Machine. 2 Cyntrons Vibra Flow Feeds Type F 210 

head hopper, largest model made. Serial 1—AMERICAN Gas Furnace Model DC, 10” 0 Style 1538 ee 7 

Number SC-73, 1945 machine x 16” x 26” inside dimension, 1600 de- 3-LEEDS & N 'P , ie? OM 

1—ROYER Model NB-2 Sand Conditioner, grees to 2350 degrees F i ~~ & NORERSUP Mosel . 1 
portable, 7 to 9! tons per hour 1—YOUNG (3) Compartment Pull Drawer Cc ae yshte P ‘ » 

1—ROYER Model NC-4 Sand Conditioner Oven, for Magnesium, each compartment ; SECU. SEGRE, TOR SUE Taree 
portable, 12 to 15 tons per hour 6’ 6” wide x 5’9” deep, x 7’ high in- SCALES 

1—ROYER Model C-2 Sand Conditioner side (3) Drawers to compartment. Elec- 1—-HOWE, Weightograph 6000 Ibs. capacity 
portable, 25 to 30 tons per hour. tric heating for temperature of S00°. 1’ x 5’ Platform. 

1—JEFFREY Type ‘‘P’’ Sand Conditioner For Heat Treating, Drawing or Street 1--FAIRBANKS MORSE, 6000 Ibs, ca 
Class B Mixer, Portable, Serial #377 Relieving. pacity 4’ x 5’ Platform. Open Dial 

I 
Always in the Market A.A.A. Hines, Adams & Fremont 
for Flasks & Jackets, 
Used Foundry Equipment, MACHINERY & EQUIPMENT co. Both Pop-Off & Slip. 
e P p 
One Pi 856 EDDY ROAD—CLEVELAND 8, OHIO ike 
ne Piece p ul Send for Flask & Equipment 
Or a Complete Foundry. hone: Liberty 1-6545 Listings. 
(Licensed Auctioneers, Specializing in Foundry Liquidations) 
a os 
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A large company discontinued its steel foundry—we bought the furnaces. 










































ELECTROMELT TYPE C Side Charge, 2 ton per DETROIT ELECTRIC, 1200# capacity, 13,200 pri- 
be a > Sean se 
‘ fa mary voltage. Kuhlman transformers. Complete 
hour rated capacity. 7000# to 8000# usual heats. Wer, 5 I 
— 7 with controls. 
Ee. -§ Can handle 16,000# heats. Late type transformers. " ‘ a : Es 
. # yP DETROIT ELECTRIC 350+, Type LFA with Kuhl- 
\- 1200 KVA, 13,200 volt primary. Complete with man transformers and oil circuit breaker. 
H ; 
fe} all controls. The two larger units may be seen in place. 
yy» 
t Hy ° P  « 
ACME EQUIPMENT co... INC., 126 South Clinton Street, Chicago 6, Illinois, Phone: Andover 3-3430. 
Ss 
AIR COMPRESSOR GRINDERS, DISC i1—International Type G 30 x 12 Jolt Roll- 
S : Sar Besley 208 Double End 26” x 2%” wheel over Foot Draw, 28” x 36” table, 12” 
Ingersoll Rand Type 10—14 x 9 x 12, 2 with 2 compound tables, V belt drive draw 
a- stage, 75 HP, 3/60 220/1200 rpm syn- 15 HP, 220-440 totally enclosed motor 1—International Type G 30” x 30” table, 9” 
chronous motor, 350 CFM at 100#. magnetic starter controls draw. Portable 
y BLOWERS 2-U. s Model 80 Double End 2-18” dia 2 International EL ig G 18” x 56” table, 8” 
Spencer Turbo Blower, 2250 CFM at 16 oz. wheels, 7% HP motor, 2 swinging draw. Portable. _ etal 
15 HP 3/60/220 totally enclosed motor. tables 8” x 14”—1 with hand lever lig ge ger Aig Ally r-mail 
sea New 1947 feed 12, 12” draw, 35” x 26” table 
i- ahs 1—International Jolt Rollover Pattern 10” 
Ingersoll Rand Motor Blower Type FS. GRINDERS, SNAGGING Neacs 99” x 30" plate, 6” jolt cylinder. 
le roy Rteee 4000 CFM vA hg PSI, McCabe 2” x 24” wheels. 48” between i1—International Plain Jolt Molding Ma- 
es 100 HP, 220 V, G.E. Induction Motor. wheels. 3/60/440 V. chine 48” x 60” table, no pit required 
ial Buffalo TE Direct Connected Blower, 50 Spee ae ee . lo BP on ans sa 1—Herman Jolt Rollover Pattern draw, 
Ss HP Westinghouse motor, 3/60/220-440 ee cue gre ceean: cs wheels 40” x S84” table, slotted nickel alloy 
V, 3535 rpm, 28” wheel, 3500-4000 — ; pi hid peice ; table over regular table to accommo- 
a CFM at 32 oz. Flanged outlet. 1—Hammond type 20 WR2—3 x 24 date various sized flasks, air clamp, 
Spencer Turbo Blower. New 1949. 3500 wheel, double end Erinéer, eae —_ new 1946. Used very little 
‘im cfm, 28 oz. with 40 HP 220-440 motor 20 HP Louis Allis Bae ce enced ene i—Herman 20” x 30” rollover pattern 
bs and Foxboro controls 140 V—1760 rpm motor. draw, 750# series. Air clamp 
2—Norton Type D, 3” x 24” wheel, 66” 2—Herman 20” x 24” Jolt Rollover Pattern 
la CONVERTER between centers, flat belt drive Draw, 750# series. Air clamp 
ve 100 KW Rotary Westinghouse 220 V 60 1—Herman 4000# Series High Speed Roll- 
cycle primary 250 V DC, complete with GRINDERS, SWING over 30” x 60” with 32” x 48” bumper, 
00 controller and panel. Fox 10 HP 3/60/220 V Swing Frame. 2 13” cylinder pattern device. 
: speed 7 = 7 2—Milwaukee Arm Type _ Jolt Squeeze 
' CORE BLOWER ; : : Strippers, 1500# capacity, Model 163 
- Demmler #3E Dropaway Draw, New 1946 U. S. 15 HP, 3/60/440 V Swing Frame, 2 50 Serial 13104-5, 15” x 24” table, 
ty Demmler #35. speed 16” x open end, pattern size Late 
3] Fox 15 HP Swing Frame, 2 speed type 
els CRANES : as, a ere s < . 
cid 5 Ton P & H Overhead Elec, Traveling Marschke 20 HP, 2 speed 1 Osborn 760 Portable Jolt Squeeze Mold- 
ift Crane, 30’6” span, 15’ lift (can be in- pn ee aenanene 33 cylinder. Sinai tviie 
creased) 3 motor, 220 V A.C. New 1946. HOISTS . -Osborn Jolt Squeeze ae Mac — 
5 Ton P & H Overhead Electric 20’5” span, ‘ sso 16 Hag! table, tit ba garage 
electric hoist, hand travel both ways, 500# American LoHed ae Se ee ee peo 
‘5 P/B control 440 V A.C. 1000# Cleveland 220/440 V ae me. gp ws iy JOR CRIES 
) 10 Ton Northe Overhe: ‘lec aveling ke cn ae . anc yheel receiving ca 
vn Gosia, aes por ge Neg cg ey sisting ge eps 1—Osborn Portable Jolt Rollover Pattern 
ae tors, 230 V D.C., 54°74” Wide Grto'e 5—1000# P & H Hevi Duty with trolley draw, 900% capacity , — 601-13 
re of wheels can be cut down to fit 2—2000% P & H Hevi Duty with trolley 1 aan ae news sg ™ oo tabte 
smaller size 2000# Detroit Electric reas i dae eae i 
. Link Belt Model YC9A Boom type 2000#% American LoHed MULLERS AND MIXERS 
4 Cargo Crane. 20’ max. boom, 7! 11—4000+ P & H Hevi Duty with trolley Simpson #2 Motor on base, bucket loader 
% ton cap, at 512’. Gasoline motor 2—4000# P & H Hevi Duty with trolley Simpson #3 Motor on base, bucket loader 
driven, hard rubber tires. Excellent and powered drive unit for moving hot Simpson #3 Type H open gear type 
condition. metal Simpson #3 Open Gear Type. $1000.00 
ack 2—s5 Ton Air Hoists with motor driven ra Pere athens 10" blades 
rallave ea e oO oto 
Siz > eter RUSHERS—PULVERIZERS alla Kwick Mix Paddle Type 
2—Stedman 13” x 12” Type A. One with LADLES ah IDP 47 ” Be} wr tire 
10 HP 220-440 V motor. One without ee ee oe 
: motor - : ; ares 1 Ton Enclosed Gear Crane Ladle truck 1—Simpson Porto Muller 
a 7—Prater Bl Strez >ulverizers. < > type, 4 wheel car for 18” gage track, 
' ae Blue Streak Pulverizers, 30 HI Whiting Junior. ROTOBLAST 
2 ; 1 Ton Whiting Standard enclosed gear Pangborn, table with 3-8” rotating work 
sty CUPOLA CHARGER HOIST crane ladle, truck type, 4 wheel car tables, 3 position loading, cleaning and 
wane Cupola Charger Hoist with 5 HP Star 220 for 18” gage track. touch-up designed for work similar in 
city oe? ©: eee 1—20'2"” Top Whiting Enclosed Gear Ladle po la teas cylinders. Like New 
ELECTRIC FURNACES ak 
28 2—Bailey (Electric Furnace Co.) 75 KW MOLDING MACHINES = rey SHAKEOUTS 
Electric Arcy type side electrode tilting 2—Champion Pin Lift Pushoffs, 44” x 44” x z 3’ x 5’ Link Belt. 
1 furnaces and transformers, 12” draw. 2—4’ x 6’ Simplicity 
210 9 . _ ws 
2—Ché i Jift Pushoffs } 3” 
FIRE EXTINGUISHERS ee ee oe SPEED REDUCERS 
M St. Regis Model 181 Dry Powder for mag- e nek " as wae 
nesium fires. 1—Champion Hand ram. hand clamp, hand Cleveland 408-R1, 36 to 1, 20.5 HE 
a rollovers 26” x 14” table Falk Motoreducers 7% HP. 
Buffalo 50 gal. soda-acid cart type , ua U. S. Syncrogear Motors 7% HP 
Champion and Ram, Hand rollover a et resale: ge te ; 
’ S y "re recs s & > 
a : FORK LIFTS Hand draw core machines, 15 x 15 U.S. SIREN SNe Sa 
1 Baker 6000# Gasoline Fork Lift Trucks bed 
KMH60. 120” ” collaps oa . 
ae a A git bs cl ———, height 3—Davenport Portable Jolt Rollover Pat- ‘ , TUMBLING BARRELS 
an sit = ee tern Draw 20” x 24” tables, open end Whiting 30” x 48 
anteed, ” : 
— } ; 8” draw 
Ross Fork Lift Truck, 19 HT, high lift, 1—International Type G 24 x 10 Jolt WIRE STRAIGHTENERS 
7 6000 # capacity, 14’ lift, 48” forks. Ztollover, foot draw, 22 x 30 table. 10” 2—Climax 1 HP motor 
Pneumatic tires. Rebuilt-Guaranteed draw 1—Kane & Roach 3 HP motor 
7 ACME EQUIPMENT CoO., INC. 
WE WILL BUY FOR CASH A SINGLE PIECE OF EQUIPMENT OR YOUR ENTIRE FOUNDRY 
T 126 South Clinton Street Phone: Andover 3-3430 Chicago 6, Illinois 
pee 
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PRODUCT 


TYPICAL COMPOSITION 


ALUMINUM ALLOYS — 





Alsifer 


Deoxidizing 
Grades 


Silicon Aluminum 


Titanium 
Aluminum 


Vanadium 
Aluminum 


BORON ALLOYS 


Ferroboron 





Vanadium Grainal 
No. 1 


Grainal No. 79 


Aluminum 20% 
Silicon 40% 
Iron 40% 
Aluminum. .85 to 99% 


CHROMIUM ALLOYS 





Ferrochromium 


Briquettes 


High Carbon Grade 


lron Foundry Grade 


Low Carbon Grades 
Exlo 
Max. .025 


Carbon Grade 


Max. .06 
Carbon Grade 


Low Carbon Ferro- 
chrome-Silicon 


Experimental 
Ferrochrome- 
Silicon Alloy 


SILICON ALLOYS 


Ferrosilicon 





Briquettes 


25/ 30% Grade 


50% Grade 
Silblok 25 & 50 


65% Grade 





Silicon 5 to 20% 
Aluminum Bal. 
Titanium. 24 and 5% 
Aluminum Bal 
Vanadium. 25,5, 10% 
Aluminum Bal 
Boron 14 18% 
Carbon 1.50% 
Silicon max. 5.00% 
Aluminum. max. 0.10% 
Vanadium 25.00% 
Aluminum 10.00% 
Titanium 15.00% 
Boron 0.20% 
Aluminum 13.00% 
Titanium 20.00% 
Zirconium 4.00% 
Manganese 8.00% 
Boron 0.50% 
Silicon 5.00% 
Hexagonal. Weigh ap 
prox. 3% Ib., contain 
2 Ib. of chromium. 
Chromium 66 70% 
Carbon 4 6% 
Chromium 62 66% 
Carbon 4 6% 
Silicon 6 9% 
Chromium 67 72% 
Carbon ...06%, .10%, 
15%, .20%, .50%, 
1.00% and 2.00% max. 
Chromium 67, 72% 


max. 0.025% 
max. 1.00% 


Carbon 
Silicon 


Chromium 67,72% 


Carbon max. 0.06% 
Silicon max. 1.00% 


Chromium 39 42% 
Silicon 40 42% 
Carbon max. 0.05% 


Chromium 48 52% 


Silicon 25 30% 
Carbon max. 1.50% 
Two sizes, both cylin 


drical. The smaller con 
tains 1 Ib. of silicon; the 
larger, 2 Ibs. of silicon 


Silicon 25 30% 
Silicon 47 52% 


Same as above 


Silicon 62 67% 


APPLICATIONS 


Used principally as a steel deoxi- 
dizer and for grain size control. 


Standard grades. 


For sand, permanent mold and 


die casting 


For grain refinement and im- 
proved physical properties of 
commercial aluminum alloys. 


For control of thermal expansion, 
electrical resistivity, and grain 
size of commercial aluminum 


For adding boron to steels and 
irons 


Practical and economical intensi- 
fiers, for controlling and increas- 
ing the capacity of steels to 
harden, and for improving other 
important engineering and physi- 
cal properties 


A practical and convenient form 
for adding ferrochromium to the 
cupola 


For wrought constructional steels 
and steel and iron castings 


For alloyed cast irons. Ladle addi- 
tion readily soluble at lower tem- 
peratures of cast iron. 


For low carbon chromium steels, 
especially those with high chro- 
mium content, such as stainless 
steels and heat-resistant types. 


A special extral low carbon ferro- 
chromium with high chromium to 
carbon ratio, high density and ex- 
ceptional cleanliness. Especially 
adapted for use in max 
stainless and other stainless 
steels, heat resistant and alloy 
type metals. 


A special low carbon ferrochro- 
mium similar in characteristics to 
max. .025% carbon grade but for 
use where the extra low carbon 
content is not as essential. 


Used in stainless steels to reduce 
chromium oxide from slag and to 
add chromium to steel 


For simultaneous addition of 
chromium and silicon to low alloy 
steels and cast iron. 


A practical and convenient form 
for adding ferrosilicon to the 
cupola 


To deoxidize open hearth steels 
and add silicon to cast iron 


To deoxidize and add silicon to 
steels and cast irons. 


Blocking grades especially proc- 
essed to give high density, uni 
form analysis, greater cleanliness 


For deoxidation and for addition 
of silicon to high silicon steels 





TYPICAL COMPOSITION 





APPLICATIONS 








PRODUCT 
SILICON ALLOYS. (continued) 
75% Grade Silicon 
80 85% Grade Siticon 
85 90% Grade Silicon 
90 95% Grade Silicon 
Silicon Metal Silicon 


74 19% 


80 84.9% 
85 89.9% 
90 95% 


min. 96% 


SPECIAL FOUNDRY ALLOYS 





Graphidox No. 4 = Silicon 
Titanium 
Calcium 


Noduloy Alloys 


(Various Types) _ Silicon 
Copper. 
iron 

V-5 Foundry Alloy Chromium 
Silicon 
Manganese 


TITANIUM ALLOYS 


Ferrotitanium 





Titanium 


High Carbon Grade Carbon 
Medium Carbon Titanium 
Grade Carbon 
Low Carbon Grades Titanium 

25% Titanium Carbon 
Siiicon 
Aluminum 
25/32% Titanium Titanium 
Special Carbon 
Silicon 
Aluminum 
40% Titanium Titanium 
Carbon 
Silicon 


Aluminum 


VANADIUM ALLOYS 





Ferrovanadium Vanadium 
Iron Foundry Grade _ Silicon 
Carbon 

Grade A Vanadium 
(Open Hearth) Silicon 
Carbon 

Grade B (Crucible) Vanadium 
Silicon 
Carbon 


Grade C (Primos) 


Silicon 
Carbon 


Vanadium Metal 

90% Grade 
Silicon 
Carbon 


99.7% Grade 


Vanadium V20; 
Pentoxide, Tech. 

Fused Form 

Air-Dried Form V205 
Ammonium Meta  NH;VOs 


Vanadate, Tech. 


Maenesium 


Vanadium 


Vanadium. 
Aluminum 


Vanadium 


15 18% 
6 8% 


17 21% 
3/4.50% 


20 25% 
max. 9.10% 
max. 4.00% 
max. 3.50% 


25 32% 
max. 0.10% 
max. 4.00% 

and 5.00% 
max. 1.50 
to 5.00% 


38 43% 
max. 0.10% 
max. 4.00% 
max. 8.00% 


38 42% 
711% 
about 1% 


50 55% 
max. 7.50% 
max. 3.00% 


50 55% 
max. 3.50% 


-max. 0.50% 


50 55% 
70 80% 
max. 1.25% 
max. 0.20% 


91.15% 
2.25% 
0.50% 
0.17% 


99.7% 


88 92% 


83 85% 


min. 99% 


For high content silicon steels. 


For high silicon addition to steel; 
for slag treatment and graphiti- 
zation of iron; for making mag- 
nesium. 


For making aluminum, other non- 
ferrous alloys and silicones. 





Graphitizer for high strength cast 
irons; reduces chill; supplemen- 
tary deoxidizer for cast steel. 


Magnesium-containing alloys for 
addition to molten cast iron for 
manufacture of nodular iron. 


To reduce chill and increase 
strength and hardness of cast 
iron. 





To control rimming action and 


deoxidize steel. 


To deoxidize and to add titanium 
to killed steels. 


Carbide stabilizer in high chro- 
mium corrosion-resistant steels of 
extremely low aluminum content 
Deoxidizer for some steels 


Alloy of high titanium-to alumi- 
num ratio for adding relatively 
large amounts of titanium to 
stainless and heat-resistant steels 


Carbide stabilizer in high chro 
mium corrosion-resistant steels 


Imparts remarkable improvement 
in physical properties of iron with 
no sacrifice of machinability. 


For low vanadium steels and 
vanadium cast irons. 


For tool steels and other high 
vanadium steels requiring a limi 
ted silicon addition. 


For making the highest vanadium 
and the lowest silicon addition to 
tool steels. 


For special iron-free (non-ferrous 
or low iron alloys or low impurity 
ferrous alloys. 


Principally for research on the 
properties of pure alloys. 


A source of vanadium in basi 
electric furnace steels. A base for 
numerous chemical compounds 


Base for chemical compounds. 
For making sulphuric acid, sy 


thetic organic compounds ane 
vanadium chemicals 


Also special alloys, chemicals and metals of Aluminum, 


Chromium, Silicon, Titanium and Vanadium. 
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“as . IT’S THE PACKAGED GARDNER-DENVER WB COMPRESSOR 

















ve compact and competent 

207 easily and quickly installed 

20 ‘SINCE 1859 Seven sizes fully described in Bulletin WB-10. Write today, 

238 — —o rT “2 rampersa 2 ~s RS . J 3 — 
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28( ies 77S 4 N ; SI LA lf DIGGERS = AIR LINE OILERS 

i PORTABLE COMPRESSORS = JACK HAMMERS PAVING BREAKERS < / aici GONE STUN, SHARPENERS 
9, 133 

235 THE QUALITY LEADER IN COMPRESSORS, PUMPS AND ROCK DRILLS 

FOR CONSTRUCTION, MINING, PETROLEUM AND GENERAL INDUSTRY 

5, 286 Gardner-Denver Company, Quincy, Illinois 


in Canada: Gardner-Denver Company (Canada), Ltd. 14 Curity Avenue, Toronto 13, Ontario 


February 1954 








Rigid, straight-line con. 
rol from monorail to 
ladle spout insures quick 
accurate spotting over 
sprue holes. 
















Combined conveyor-escalator pouring at New Idea, Coldwater, Ohio 
(Div. Aveo Manufacturing Corp.) Photo courtesy of Bartlett Snow. Mod- 
ern crane, portable weigh hopper and skip chargers also in use here. 









Faster -++Safely +++ Profitably «<> 


Much mechanical handling of hot metal does flow through basic, 
routine channels between cupola spouts and sprue holes. BUT, every 
pouring floor presents problems that are DIFFERENT! These DIF- 
FERENCES may arise from variations in cupola-spout and monorail 
heights. DIFFERING, too, are heights of molds and pouring platforms. 
Speed ratios, between conveyor and escalator in the pouring system 
shown here, require the closest timing. 












Prescribing for and designing to meet all these and related DIF- 
FERENCES is specialized business which should be entrusted only 
with foundry equipment specialists. KNOWING HOW to engineer the 
over-all system into a smooth RECEIVING .. . DISTRIBUTING and 
* POURING line is a result of MODERN’S thirty-five year’s experience. 
It’s a tested, profit-boosting service that’s FREE to foundry executives 
who outline their problems on their own company letterheads. For 
information only you can use the coupon... 
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A MODERN, steel-shell, covered la- 
die may be equipped with a graph- 





ite liner. 
MODERN EQUIPMENT COMPANY 
Dept. F-2, Port Washington, Wisconsin ee ne ere ee penne a eee 
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Lu Catalog #147 — metal pouring systems, ladles, linings, etc. ............1 


Catalog #149 — shanks, pouring ladies, distributors, reservoir State 
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MODERN REPRESENTATIVES IN ALL PARTS OF THE WORLD 
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STEVENS 
dT tc 
COMPOUND... 










provides a smooth solution 
to rough core problems 

















When your core problem is a puzzler, such as one of those shown 
from our records above, you may well be amazed at the easy solution 
offered by Stevens Slick-Seal Mudding Compound. 

Slick-Seal never crumbles, rolls or balls up. Core workers like the 


way it washes off the hands easily with just plain water. Although 
quick drying when applied, Slick-Seal remains plastic and workable 
throughout an $-hour shift. Edges never shrink or curl when subject 
to oven heat . . . flowing metal can't dislodge it. Slick-Seal completely N , 


prevents fins or burn-in at pasted joints. 


To improve your casting finish, request Stevens Technical Bulletin 
F-110 trom your Stevens Sales Engineer or order a supply and try EVERYTHING FOR A FOUNDRY 
Stevens Slick-Seal Mudding Compound today. If a_ light-colored 
compound is preferred, order Stevens White Mudding Compound. 
FREDERIC B. STEVENS, INC., Detroit 16, Michigan. BRANCHES: BUFFALO * CLEVELAND * INDIANAPOLIS 
NEW HAVEN °* DAYTON 

IN CANADA: FREDERIC B. STEVENS OF CANADA, LTD., 

TORONTO * WINDSOR 











Above; View in Large Implement 
Foundry Showing Distributing 
_ System, Molders Hoppers and 
Mold Conveyor; At Right: Dis- 
tributing Dried and Cooled New 
Sand to Bulk Storage Bin. 
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Above; View of Prepared Sand 
pare rline: Hicmers isn a0 wg shakeout 
and SYSTEMS 
waste 





including controlled screening, cooling, aeration and 
mulling;— assure unvarying uniformity day after day; — 
more molds per day with less effort; — better castings 
with less scrap; — and increased output per man and 


square foot of floor area. 


Prepared Sand Distributing Belt Showing 
Aqnann: SEE ee ren cand 8e @ Complete systems engineered to meet your individual 


Hoppers on Either Side of the Belt. 
requirements. Coordinated sand handling, molding, core setting, 
pouring, cooling, shakeout and reclaim equipment. A vital 
necessity for every size and every type of foundry. Let us help 
reduce your costs by modernizing your foundry operations! 


DESIGNERS 


ado . — _ 
General View in Jobbing Foundry Showing 
Sand Distributing System, Molders Hoppers 
and Self Dumping Car Type Mold Conveyor. 


Foundrymen Whe Know — Guy Gartlett- Snow 








